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THE LATEST IN Uhread CUTTING 





IN ACTUAL 


Varied threading jobs—from high- 
speed production to maintenance 
and jobbing operations—by cut- 
ting, grinding, and rolling methods 
—will keynote the exhibit. The 
equipment illustrated will be in 
operation on typical work pieces, 
and booklets will give basic data 
on the equipment and the opera- 
tions performed. 
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The LANDIS No. 1 CENTERLESS 
THREAD GRINDER 


The 
LANDMATIC pammnes 
HEAD ATTACHMENT 
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Machine Tools 


M ETAL - WORKING. industries 

the world over have their eyes 
focussed on the Machine Tool 
Show. First, because America today 
indisputedly produces the finest machine 
tools available anywhere, and second, 
because the United States is about the 
only nation in a position at the present 
time to export machine tools on a sub- 
stantial basis. Most European countries 
are so busily engaged in rehabilitating 
their own industries with this type of 
manufacturing equipment that they are 
unable to provide competition in the 
world’s markets. 


ND the machine tool industry is 
ready to have world-wide buyers 
appraise its latest developments. Ever 
since the war, the designers of that 
industry have been concentrating on 
new and improved models that make 
possible the application of techniques 
developed during and after the war— 
machine tools that operate faster and 
more efficiently even than the equip- 
ment of past years which enabled 
American manufacturers to establish 
the highest production records—ma- 
chine tools that will again result in 
reduced manufacturing costs despite ab- 
normally high labor and material costs. 


taunt executives will find 
in this number of MACHINERY a 
comprehensive review of new and im- 
proved machine tools and accessories 
that will be seen at the Show for the 
first time outside of their builders’ 
plants. Manifold differences will be 
apparent over the exhibits of the last 
Machine Tool Show twelve years ago, 
such as automatic controls of electronic 
and mechanical types, electronic motor 
drives, automatic feed changes that 
insure a constant horsepower delivery, 
adequate power for utilization of the 
newest cutting materials, and many 
other advanced features: The machine 
tool industry again has met the demand 
for equipment that will enable higher 
production efficiency to be attained in 
metal-working plants. 


O here are the world’s finest machine 
tools for selection by the industrial 
executives responsible for obtaining 
results in the machine tool using indus- 
tries—many of whose photographs are 
shown in the following pages. These 
are the men who, by applying the most 
modern cost-reducing equipment, will 
maintain and increase our high standard 
of living, and thus insure the con- 
tinuance of American free enterprise. 
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More Goods for More People 


By HERBERT H. PEASE 


President, the New Britain Machine Co. and 
President, National Machine Tool Builders’ Association 


HE 1947 Machine Tool Show to be 

held at the Dodge-Chicago plant this 

month is more than the greatest ex- 
position of a single industry ever held 
anywhere; it is Exhibit A on the side of 
free economy, in behalf of the general 
welfare of the people of our country and 
of the world. It will offer graphic proof 
of our American contention that, under 
the competitive system, machines have 
shortened hours, raised wages, and made 
it possible to manufacture the things we 
need for our high standard of living at 
prices that people can afford to pay. 


| he will show our key relationship in the 
metal-working field to the markets of 
the world. In the war period, American 
machine tools were, for the most part, 
frozen in the interests of quantity pro- 
duction. But during the war years there 
was constantly building up, under the 
stress of great pressure for production, 
knowledge as to ‘possible new develop- 
ments and _ techniques which would 
represent substantial improvement in 
performance. As long as the war went 
on, little was done beyond the drawing- 
board stage. With peace, came the trans- 
lation ofthe drawings to actual new 
models representing the seven years’ 
cumulative advances in the design of the 
basic tools of all industry—machine tools. 


Wek experience opened the eyes of 
conservative plant superintendents 
to the greater economy of modern equip- 
ment. Plants that had been “‘getting by” 
with old machine tools discovered during 
the war that they had been operating under 
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the handicaps of slow production and high 
cost. Their management will never again 
be content to operate with such antiquated 
tools. Lowered costs of production are an 
absolute necessity if we are to maintain 
our competitive advantage and capitalize 
on the lessons of the war. We have long 
preached to the metal-working industry 
the necessity of keeping costs under con- 
trol by increasing the productivity per 
man and per dollar expended. People are 
going to expect prices to come down on 
what they buy—while, at the same time, 
they are seeking higher prices for what 
they sell. 


UT the nation’s over-all volume of 

business is larger than it was before 
the war. Our population is growing. Our 
needs are greater. People have come to 
expect more in modern comfort and con- 
veniences, and they will not willingly 
return to a lower standard of living. Their 
increased demands will continue to in- 
crease. So the test of the American system 
is at hand. We must produce more goods 
for more people if we are to prove that 
our capitalistic system is better than some 
other plan that can be tried. The basic 
solution to a higher average production is 
a greater number of better tools in the 
hands of the men and women who pro- 
duce. Our domestic economy requires it. 


HE entire world is modernizing its 
manufacturing processes. Countries 
that were not industrial nations can be- 
come suppliers of the world’s needs. New 
markets are opening up everywhere, and 
the American machine tool industry is 
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at Lower Cost 


the logical immediate source of supply. 
Germany, one of our great competitors 
in pre-war days, is out of the running for 
the time as a supplier of machine tools. 
England's output is seriously hindered by 
her domestic difficulties. Production in 
other war-torn nations will be absorbed 
largely by demands at home. 


A era is ahead for industry in 
South America. There will be a great 
expansion there in the basic industry— 
steel. The steady growth of manufac- 
turing will be helped by the interest 
evidenced by young men from South 
America who are studying in our Amer- 
ican technical schools. Needless to say, 
such expansion calls for a great increase 
in the basic tools — the machine tools, 
which are the first step in all industrial 
advance. 


ATIONS today face the choice of 
planned economy or free enterprise. 
In America, we believe that as a nation 
we can have more only if we produce 
more. We believe that we can sell more 
only if the product and the price are 
right. We recognize that today there is 
a buyer’s market. When we make more 
goods for more people at lower cost, we 
can raise still higher the standard of living 
which we enjoy today in the United States. 
Our high standard of living is not an ac- 
cident; it is due to constant improvement 
in the tools of production. 


hbo is why the 1947 Machine Tool 
Show will be devoted to the single 
objective of showing how costs of pro- 
duction can be reduced through machine 
tools of modern design. More than one 
thousand machines, most of which will be 
shown in actual operation, will represent 
the latest tools for the American way of 
life—more goods for more people. 
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N°? only the leaders of industry, but 
bankers and educators and govern- 
ment officials will attend this Show. They 
realize that here, for the first time in 
twelve years, all the basic tools of indus- 
try will be gathered together in one place. 


OMPETITION is here again. All man- 


agement must be sales-minded. Every 
company in every manufacturing field 
must keep a step ahead or at least in step 
with competition. Only by seeing and 
selecting the latest and best machine tools 
can concerns in the metal-working mdus- 
triesdothat. In twelve years there has been 
a great advance in machine tool design. 


| igrener-guoed is pressing forward with a 
broad program of development. The 
new machine tools of the 1947 Machine 
Tool Show will provide a great incentive 
for the modernization of many plants, and 
this will be reflected in increased sales. 
Then we will have proved again that, 
under the free economy system, more 
people can buy more goods, and that 
greater productivity brings lower prices 
and higher wages. 
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Machine Tools and Other Metal-Working Equipment 
which will be Introduced to Production Executives for 
the First Time at the Machine Tool Show to be Held 
at the Dodge-Chicago Plant, Chicago, Illinois, from 


Micromatic Precision Honing Equipment 
Booth 323 


A new line of honing machines 
and tools built by the Micromatic 
Hone Corporation, 8100 School- 
craft Ave., Detroit 4, Mich., will 
be exhibited at the Show. This 
equipment, the Microhoner ma- 
chines and Micromold utility tools, 
is designed for general tool-room 
use, semi-production, and salvage 
or reconditioning work. Electronic 
tubes are used to control the auto- 
matic Microsize device on these 
machines. Mechanical linkages, 
springs, and jewel bearings have 
been eliminated, minimizing serv- 
ice and maintenance. 


Fig. 1. Micromatic Vertical, Quill Type. 
Single-spindle Honing Machine for Bores 
up to 2 inches Diameter by 8 Inches Long 


Electronic Microsizing control 
makes it possible to hold the bore- 
to-bore size to 0.0003 inch or less 
in production. Combined with 
multiple-spindle machines having 
automatic rotating indexing fix- 
tures, Microsizing equipment has 
made it possible to hone progress- 
ively. As much as 0.012 inch of 
stock per minute can be removed 
from hard steel parts. 

Microsize control is made up of 
a gage ring, a Micromold tool 
with the abrasive sticks molded 
into a plastic stone-holder, and an 
electrical control circuit. The gage 


Fig. 2. Single-spindle 
for Microhoning a Four-cylinder Automo- 
bile Engine Block with 2 1/2-inch Bores 


September 17 to 26, Inclusive 


ring contains a Norbide insert 
having an inside diameter equal 
to the low limit of the desired 
bore size. This ring is located so 
that only the upper ends of the 
plastic stone-holders enter it, as 
the tool strokes through the bore 
and the ring. The plastic ends 
wear down with the abrasive 
sticks. When the bore has been 
honed to size, the friction between 
the gage ring and the plastic 
causes the ring to rotate. The elec- 
tronic circuit then directs the 
hydraulic circuit to stop the tool 
expansion, allowing for a pre- 
determined run-out time and fin- 
ally collapsing and withdrawing 
the tool from the bore. 

One of the machines in the line 
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to be Seen at the Show 





Outstanding Features of Machines Designed to Meet 

Today’s Production Problems in Manufacturing and 

Tool Shops—This Section Includes Only Machines and 

Tools of New or Improved Design that have Not 
Previously been Described 


is a unit-constructed, single-spin- 
dle, heavy-duty Microhoning ma- 
chine with quill type spindle for 
honing bores from 1 to 4 inches 
in diameter and up to 9 1/2 inches 
long. This type of machine is 
made up with the following three 
units assembled on the column and 
base of any other Micromatic hon- 
ing machine: The head unit, con- 
sisting of spindle, hydraulic con- 
trol panel, stroke control mechan- 
ism, and speed control transmis- 
sion; the hydraulic unit, compris- 
ing a hydraulic pump, tank, and 
pressure control valves; and the 
electrical unit, consisting of an 
electronic control panel. The spin- 
dle is the piston-rod, with rings 
that act as the piston. Accuracy 


Fig. 3. Microhoning Machine with Three 
Spindles for the Progressive Honing of 
Bores from 1/4 to 1 Inch in Diameter 





of spindle alignment with the 
work-piece is insured by having 
the torque and thrust taken by the 
quill directly above the tool. 

The vertical quill type single- 
spindle machine shown in Fig. 1 
can be adapted for Microhoning 
bores up to 2 inches in diameter 
by 8 inches long. Another quill 
type machine (Fig. 2) will be 
tooled to Microhone a four-cyl- 
inder engine block having 2 1/2- 
inch bores. This is a single-spin- 
dle machine with a capacity to 
hone bores up to 4 inches in diam- 
eter by 7 inches in length. It is 
completely automatic and equipped 
with a lateral indexing table. The 
three-spindle Microhoning machine 
seen in Fig. 3 is adapted for the 


honing of bore sizes from 1/4 to 
1 inch in diameter by 5 inches 
long. It is entirely automatic and 
roughs, semi-finishes, and finishes 
the bores progressively. A stand- 
ard general-purpose vertical ma- 
chine (Fig. 4) is designed for 
Microhoning 3/4- to 2-inch bores 
having a maximum length of 
6 1/2 inches. 

The mechanical Microhoner ma- 
chine shown in Fig. 5 is designed 
for maximum flexibility, having 
six rotation and four reciproca- 
tion speeds. The stroke and head- 
to-table distance, as well as the 
speeds, are adjustable so that one 
machine can be used to hone a 
range of bore diameters from 1/2 
to 4 inches with a maximum 


Fig. 4. General-purpose Vertical Honing 
Machine for Bores 3/4 to 2 Inches in Diam- 
eter with Maximum Length of 6 1/2 Inches 









length of 7 inches. Tool expansion 
is controlled by rotating an ad- 
justing sleeve, mounted on the 
spindle. The head is counterbal- 
anced, and the starters for the ro- 
tation and reciprocation motors 
are interlocked with the lift-out 
arm. The operator has only to 
shift the lift-out arm to stop, 
start, or “inch” the spindle rota- 
tion and reciprocation. 


Fig. 5. Mechanical Mi- 
crohoner Machine 
which has Six Rota- 
tion and Four Recip- 
rocation Speeds 


Also to be displayed are a ver- 
tical automatic machine tooled to 
externally hone refrigerator pis- 
tons; a quill type single-spindle 
machine for work ranging from 
0.250 to 1.00 inch in diameter by 
6 inches long; a double-spindle 
machine for honing two connect- 
ing-rods simultaneously; and a 
machine that progressively hones 
gear blank bores. 


Landis Centerless Thread Grinder and 
Thread Rolling Machine 


Booth 101 


Grinding of screw threads on 


straight cylindrical pieces, as well 
as on headed or multiple-diameter 





















parts, can be done on the centerless 
thread grinder shown in Fig. 1, 
which is built by the Landis Ma- 
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chine Co., Waynesboro, Pa. Single- 
diameter pieces are ground by the 
“through feed” method, which 
consists of passing the work in a 
continuous flow between the grind- 
ing and the regulating wheels. 
Headed or shouldered pieces and 
multiple-diameter parts are ground 
by the “in-feed” method. Both 
methods can be used either to 
grind threads from solid blanks 
or to finish threads that have been 
cut prior to the centerless thread- 
grinding operation. 

The pitch and form of thread 
to be produced is crushed in the 
grinding wheel by means of a 
heavy-duty automatic crush- 
dresser, attached directly to the 
bed of the machine. A geared mo- 
tor is incorporated in the dresser 
for driving the crusher roll and 
the grinding wheel at a slow speed 
during the dressing operation. The 
control for this motor is inter- 
locked with the main driving mo- 
tor control to prevent contact be- 
tween the grinding wheel and the 
crushing roll when the grinding 
wheel is rotating. Pre-selection 
of the depth of penetration and 
automatic stopping of the crusher 
when the desired penetration is 
reached are possible. 

The Landis thread rolling ma- 
chine, Fig. 2, provides facilities 
for rolling screw threads, knurl- 
ing, marking, and similar opera- 
tions on cylindrical parts. An en- 
tirely new principle permits the 
rolling of screw threads on one, 
two, or more diameters of a piece 
in a single pass through the ma- 
chine. Although especially de- 
signed for the thread-rolling of 
studs having fine-pitch threads on 
cne end and coarse-pitch threads 
on the opposite end, the machine 
is equally capable of rolling the 
threads on two different major 
diameters of step or shouldered 
studs in one operation. The threads 


Fig. 1. Landis Machine 
for the Centerless Grind- 
ing of Screw Threads on 
Straight, Headed, or Mul- 
tiple-diameter Cylindri- 
cal Work-pieces 
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can be rolled cn socket-head cap- 
screws and the knurling of the 
head completed simultaneously. 
Circular dies and a work sup- 
port interposed between the mat- 
ing dies are used for positioning 
the work during the rolling oper- 
ation. Two continuously rotating 
parallel spindles support the dies. 
Moving slides are not required for 
feeding the dies to the required 
thread depth. The dies have the 
thread forms generated on a 
spiral contour for controlling the 
rate of penetration. A concentric 
portion of the die is used for fin- 
ishing the thread on the work. 
The piece remains in one position 
on the work support during the 
entire rolling operation, thereby 
insuring concentricity of all 
threads generated on the part. 
The machine is completely auto- 
matic in operation, a hopper feed- 
ing mechanism being available 


SAE SOE ST EI 
MACHINE TOOL 


SHOW 


Fig. 2. Machine Built 

by the Landis Machine 

Co. for Rolling Screw 

Threads, Knurling, Mark- 

ing, and Similar Opera- 

tions on Cylindrical 
Parts 


when desired. Magazine feeding 
may also be used when the shape 
of the work precludes the use of 
an automatic hopper. All classes 
of commercial thread tolerances 
can be produced. 


Kearney & Trecker Automatic-Cycle 
Milling Machines 
Booth 301 


Among the new developments of 
the Kearney & Trecker Corpora- 
tion, Milwaukee 14, Wis., is a line 
of thirty-two knee type milling 
machines ranging from 3 to 50 
H.P. and equipped with automatic 
table cycle control. 

Designed and built in plain and 
vertical styles, these models com- 
bine the advantages of both knee 
type and production milling ma- 
chines. Features of the line in- 
clude the choice of manual or 
automatic cycle operation; pre- 
determined cycle time, making 
uniform hourly production pos- 
sible; quick-change speeds and 
feeds; six-way power rapid trav- 
erse, with the spindle stopped or 


One of a Line of Thirty- 
two Kearney & Trecker 
Automatic-cycle Milling 
Machines Available in 
Models from 3 to 50 

Horsepower 
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running; single-lever directional 
control for the table feed or rapid 
traverse; pull-out plunger that 
automatically controls the table 
movement from rapid traverse 
reversal to feed reversal; rapid- 
set micrometer dials for fast 












































manual adjustment; positive table 
screw feed with adjustable nut 
backlash eliminator; and single- 
shot, metered lubrication for table 
and saddle ways. These machines 
are available in four feed and six 
speed ranges. 


Other new or improved ma- 
chines to be shown by the com- 
pany are the Model 5D rotary- 
head milling machine; the Mod- 
els B and C autometric precision 
boring machines; the Model 2E 
simplified milling machine; and 
the Models 3T and 3TT precision 
milling and boring machines. In 
all, there will be twenty-eight ma- 
chines in operation at the Show 
demonstrating improvements in 


design and operation. 
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Fellows Planetary Gear Shaper 


Booth 107 


A revolutionary development of 
the Fellows Gear Shaper Co., 
Springfield, Vt., will be displayed 
at the Show. This is a planetary 
gear shaper (illustrated in Fig. 1), 
which produces at least four times 
the number of external spur or 
helical gears that can be made on 
a single-spindle gear shaper. It 
employs a large gap type cutter, 
shown in the center of Fig. 2, 
around which the work moves in 
planetary fashion. The cutter is 
reciprocated, but is not rotated. 
The work is held on individual 
work-spindles carried in the rotat- 
ing turret. The work-spindles are 
driven by individual worms and 
index-wheels which are kept in 
step with the turret rotation. The 
work-spindles are held in “‘aprons,” 
which are provided with individ- 
ual relieving mechanisms that 
withdraw the work from contact 


EQUIPMENT AT SHOW 
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with the cutter when 
the cutter is on the 
return or non-cutting 
stroke. 

The cutter is pro- 
vided with groups or 
series of teeth, separ- 
ated by gaps, the 
number of teeth in 
each group being equal 
to the number of tooth spaces in 
the work. The teeth in the various 
groups are arranged to divide the 
amount of stock to be removed to 
produce the gear teeth, and the 
final group finishes the teeth of 
the gear to the desired depth and 
tooth thickness. Cutting is pro- 
gressive from roughing to ‘finish- 
ing in one operation and in one 
setting of the work. A large gap 
in the cutter permits inserting 
and removing the work. The work- 
spindles remain at a fixed distance 
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relative to the cutter during the 
cutting stroke. 

The machine shown has provi- 
sions for locating the work when 
it is held on an arbor requiring 


support at the upper end. Each 
support has two operating levers, 
one for raising and lowering the 
“tailstock,” and the other for 
clamping it. Various types of 
work-holding outfits have been 
designed for use on this machine 
to facilitate loading, operation, 
and unloading. 

The machine is provided with 
complete electrical control. A sig- 
nal light on the control panel in- 
dicates when the machine has 
completed the cycle, thus notify- 
ing the operator that the machine 
is in position for reloading. 

Other new machines which the 
Fellows Gear Shaper Co. expects 
to display are a ten-station gear 
shaper for cutting external and 
internal spur and helical gears; a 
general-purpose gear shaper for 
cutting gears up to 36 inches in 
diameter; and a_ gear-shaving 
machine for external and internal 
spur and helical gears. 





Fig. 1. (Left) Fellows 
Planetary Gear Shaper 
for Cutting External 
Spur and Helical Gears 


Fig. 2. (Above) Turret 
of the Machine Shown 
in Fig. 1. The Gears 
being Cut have a Plan- 
etary Movement around 
the Central Cutter 
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Men Responsible for Results 
in the 
achine Tool Using Industries 


A), "SIE I 


On this and following pages, MACHINERY pays tribute 
to some of the important men who apply the master tools 
of industry in the production of metal products on a scale 
that makes possible our high standard of living — men 
who will be vitally interested in the potentialities of the 
new equipment to be seen at the Machine Tool Show 





William P. Coomey, General Super- Dr. Charles F. Kettering, Direc- J. H. Horstman, Vice-President 
intendent, Rice Barton Corporation, tor, General Motors Corporation, and Factory Manager, Robbins & 
Worcester, Mass. Detroit, Mich. Myers, Inc., Springfield, Ohio 












J. Joachimi, Superintendent of L. J. Male, General Superinten- H. R. Costley, General Factory 
Tooling and Manufacturing, Bell dent, Schenectady Works, General Manager, Nash Motors Div., Nash- 
Aircraft Corp., Buffalo, N. Y. Electric Co. Kelvinator Corp., Kenosha, Wis. 





‘Men Responsible for Results 
in the Machine Tool Using Industries 


H. J. Schorle, Works Manager, R. C. Stupp, Vice-President, Man- 
Worthington Pump & Machinery ufacturing, Jack & Heintz Preci- 
Corporation, Holyoke, Mass. sion Industries, Inc., Cleveland 


ER LF 


Walter C. Alvin, General Super- C. F. Downing, Superintendent of 
intendent, The Imperial Brass Process and Tool-room, Globe 


Mfg. Co., Chicago, IIl. American Corp., Kokomo, Ind. 


C. E. Palmer, Works Manager, E. E. Bollinger, Factory Manager, 
Mechanics Universal Joint Div., Inland Manufacturing Div., General 
Borg-Warner Corp., Rockford, III. Motors Corporation, Dayton, Ohio 


D. A. Wallace, President, Sales 
Division, Chrysler Corporation, 


Detroit, Mich. 


Theo. G. Vickers, Master Mechanic, 
Frost Gear and Forge Div., Clark 
Equipment Co., Jackson, Mich. 


G. H. Smith, Vice-Pres. and Gen. 
Manager, Deepfreeze Div., Motor 
Products Corp., North Chicago, Ill. 


Petit 8. 
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MACHINE TOOL SHOW 


Fig. 1. Bullard Three- 
spindle Model 30 
Man-Au-Trol Hori- 
zontal Lathe Can be 
Manually or Auto- 
matically Operated 


Bullard Three-Spindle Automatic Lathe 
and New Mult-Au-Matic 


Booth 314 


A three-spindle horizontal lathe 
that is operated automatically 
through thirty-nine different func- 
tions by a Man-Au-Trol control, 
and a new Type K_ high-speed 
Mult-Au-Matic are among the ex- 
hibits of the Bullard Co., Bridge- 
port 2, Conn., never before dis- 
played. The design of the lathe 
is unique in that the tools are 
mounted vertically on a slide in 
back of the vertical plane in which 
the three spindles operate. This 
gives complete accessibility to the 
work and allows chips to drop out 
of the way with the coolant. 

Sixteen feeds, ranging from 
0.0003 to 0.0156 inch, and forty 
speeds, from 50 to 1200 R.P.M., 
can be obtained. The design pro- 
vides for semi-automatic loading 
and unloading of parts. Angular 
or taper turning is achieved by 
combining the vertical and longi- 
tudinal feeds. The Man-Au-Trol 
control, which is a hydraulic-elec- 
trical system, does away with de- 
lays for measuring, sizing, and 
similar operations customarily 
performed by the operator and 
keeps the machine at work con- 
tinuously. However, if desired, 
the lathe can be switched to man- 
ual control by the movement of a 
single lever without disturbing 


the set-up for automatic opera- 
tion. Multiple tools can be brought 
automatically into action, either 
one after another or simultane- 
ously, or one tool can be used for 
several different cuts. The weight 
of the lathe is approximately 
20,000 pounds. A motor drive of 
75-H.P. capacity can be used. 
The new Type K Mult-Au-Matic 
is available with six, eight, twelve, 


Fig. 2. The New Mult- 
Au-Matic Shown Here 
is a Modification of 
the Standard Mul- 
tiple-spindle Machine, 
and is Designed for 
Speeds up to 900 Rev- 


olutions per Minute 
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or sixteen spindles operating at 
speeds up to 900 R.P.M., or three 
times the speed previously avail- 
able. The 15-ton six- or twelve- 
spindle model has speeds from 100 
to 900 R.P.M. The 21-ton eight- 
or sixteen-spindle machine oper- 
ates at 98 to 883 R.P.M. Both 
models have forty-one speed 
changes and eighty-two rates of 
feed, with selective feeds and com- 
mon speeds at all stations. 

Other features include a new 
indexing cycle control, semi-auto- 
matic chucking, and an adjustable 
stroke of slides to accommodate 
various heights of work. 











Fig. 1. Landis Plain Hydraulic Grinder that Accommodates 
Work 14 Inches in Diameter and up to 96 Inches in Length 


Hydraulic Grinding Machines to be Exhibited 


by Landis Tool Co. 
Booth 303 


The 14- by 96-inch Type F plain 
hydraulic grinder, Fig. 1, shown 
by the Landis Tool Co., Waynes- 
boro, Pa., has been designed espe- 
cially with a view to providing 
convenience of operation and op- 
erating efficiency. The basic ma- 
chine swing is 16 inches, but it 
can be furnished in 14-inch, 20-, 
24-, 30-, or 36-inch swing. Be- 
tween-center lengths are 48, 72, 
96, 120, 144, 168, 192, 216, and 
240 inches. Wheel diameters are 
30, 36, or 42 inches. Weight-car- 
rying capacities of 6500 or 10,000 
pounds are available in plain, gap, 
and roll grinder designs. Roll- 
grinding equipment includes the 
Landis tool crowning and concav- 
ing mechanism. 

A traverse of 3 to 90 inches per 
minute is provided by an adjust- 





able-speed hydraulic motor through 
a gear train to a carriage rack. 
Changes in hydraulic viscosity do 
not affect this traverse rate. Also, 
varying loads do not affect the 
traverse rate after it has once 
been set. 

Hydraulic and lubricating oils 
have individual reservoirs and 
pumps. The coolant pump is in- 
stalled in a _ three-compartment, 
180-gallon capacity tank section 
at the rear of the machine. The 
tank is baffled to settle suspended 
solids, with the pump supplying 
coolant from the cleaning com- 
partment. 

Microsphere bearings, lubricated 
from a wheel-base reservoir hav- 
ing an individual motor and filter, 
carry the wheel-spindle. The bear- 
ings are sealed, and pressure must 


be built up in the bearing housing 
before rotation can start. A hinged 
fender side affords easy access to 
the grinding wheel. 

Four kinds of in-feed, supple- 
menting the handwheel feed, can 
be supplied as follows: Hydraulic 
rapid in-feed and slow cross-feed 
for production work; electric rapid 
in-feed for small lots or widely 
varying diameters; automatic feed, 
functioning at each or either re- 
versal of the carriage (this feed 
can be used with the hydraulic or 
electric rapid in-feed); and hy- 
draulic rapid in-feed with direct- 
acting dashpot for use where long 
slow feeds against webs or facees 
are required. 

The 10- by 36-inch Type CH 
plain hydraulic grinder shown in 
Fig. 2 is equipped with a new mul- 
tiple stop device which provides 
a means of grinding several dif- 
ferent diameters consecutively by 
referring to a dial mounted on the 
hand-feed wheel. Reference points 


Fig. 2. Plain Hydraulic 
Grinder Made by the 
Landis Tool Co. for 
Grinding Several Dif- 
ferent Diameters Con- 
secutively 
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Fig. 3. Landis 5- by 
40-inch Cam Contour 
Grinder for the Pro- 
duction Grinding of 
Camshafts 


are preset on the graduated ring 
to correspond with the diameters 
to be ground. Provision has been 
made for ten stops on the dial, 
which is graduated in 0.001 inch 
increments to 0.100 inch. Auto- 
matic feed rate, actuated at each 
carriage reversal, is from 0.00025 
to 0.003 inch. Machines of this 
type are built in 6-, 10-, and 14- 
inch swings, with distances be- 
tween centers of 18 to 120 inches. 

The irregular shape of the 
work, combined with the high de- 
gree of accuracy required, makes 
the production grinding of cam- 
shafts a highly specialized preci- 
sion grinding application. The 5- 
by 40-inch Type DH cam contour 
grinder (Fig. 3) is designed for 
such work. Microsphere wheel- 
spindle bearings, V-belt headstock 
drive, automatic slow-down of 
work rotation for finishing a more 
accurate contour, automatic stop- 
ping of headstock in convenient 
loading position, hydraulic index- 


Fig. 4. Landis Crank- 

pin Grinder with New 

Automatic Air Sizing 

Gages and Other New 
Features 


ing from cam to cam with oil tem- 
perature variation compensation, 
and automatic adjustment of wheel 
wear caused by dressing are fea- 
tures of this machine. A compan- 
ion machine provides for grind- 
ing camshaft line bearings. 

The use of a _ large-diameter 
grinding wheel, hydraulic carriage 
travel, hydraulic clamping of work 
fixtures, and the ability to grind 
pins without removing the crank 


from the machine are outstanding 


features of the 16- by 42-inch 
Type DH crankpin grinder shown 
in Fig. 4. Heavy work-heads 
driven in unison by matched silent 
chains through a_ longitudinal 
shaft, automatic positioning of 
work-head rotation, and choice of 
hydraulic or manual clamping are 
other features. 

Hydraulic interlocks on the ma- 
chine prevent traversing the table 
when grinding or when rotating the 
work-heads while dressing with 
the work unclamped or during 





table traverse. Also, the table 
cannot be traversed with the 
work-rest shoe in the operating 
position. Lack of hydraulic sys- 
tem pressure stops the work from 
rotating. The grinding wheel feed 
is hydraulic, handwheel feed being 
provided to compensate for wheel 
wear. New automatic air sizing 
or indicating type gages can be 
furnished. A single lever controls 
traverse, work clamping, work 
rest, and work-head rotation. This 
grinder can be supplied in 16- and 
25-inch swings for crankshafts 32, 
42, and 72 inches long. 

Also to be exhibited are a 10- 
by 20-inch hydraulic universal 
grinder with a new swinging 
bracket type internal fixture; a 4- 
by 12-inch plain hydraulic grinder 
equipped with hydraulic in-feed, 
profile dresser, hydraulically oper- 
ated footstock, and new visual- 
automatic sizing device; and a 
centerless grinder with vibrating 
type loading device. 
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LeBlond Heavy-Duty Lathes 
Booth 507 


Two heavy-duty lathes, designed 
by the R. K. LeBlond Machine 
Tool Co., Cincinnati 8, Ohio, both 
of which have simplified controls 
and an automatically lubricated 
quick-change gear-box, will be on 
display. The smaller of the two 
units, shown in Fig. 1. is a 16- 
inch Model RT lathe which is 
available either with a combina- 
tion gear-belt drive and single- 
lever control headstock or with a 
variable-speed headstock. The sin- 
gle-lever control machine has six- 
teen spindle speeds ranging from 
20 to 1025 R.P.M. or from 30 to 
1537 R.P.M.; the swing over the 
ways is 25 inches, and the distance 





between its centers is 59 inches. 
The quick-change gear-box, which 
is totally enclosed and automatic- 
ally lubricated, is equipped with 
heat-treated gears mounted on 
anti-friction bearings, and pro- 
vides sixty changes of feeds and 
threads without change-gears. In 
addition, the lathe is equipped 
with an electrically controlled 
rapid traverse that moves the car- 
riage, cross-slide, and _ tailstock. 
A single lever on the apron con- 
trols all movements of the car- 
riage and cross-slide, and a plun- 
ger on the carriage contacts the 
tailstock to move it in either di- 
rection—to the right or left. 











SEEN AT THE SHOW 


Fig. 1. (Left) LeBlond 

16-inch Lathe with a 

Single Control Lever on 
the Headstock 


Fig. 2. (Below) LeBlond 
25-inch Heavy-duty En- 
gine Lathe with Totally 
Enclosed, Automatically 
Lubricated Quick-change 
Gear-box 


The 16-inch model with vari- 
able-speed headstock is similar in 
construction, but offers a virtually 
unlimited number of spindle speeds 
ranging from 6 to 1500 R.P.M. 

The second of the two units, 
shown in Fig. 2, is a 25-inch 
heavy-duty engine lathe with a 
distance between centers of 72 
inches. The quick-change box has 
steel gears throughout; the slid- 
ing gears are mounted on splined 
shafts, and the quadrant gear on 
anti-friction bearings. Forty-eight 
changes of feed and threads may 
be obtained without change-gears 
by setting a tumbler. An addi- 
tional lever provides for engaging 
and disengaging the lead-screw. 
Sixteen spindle speeds, ranging 
from 6.5 to 400 R.P.M. or from 
10 to 600 R.P.M., are available. 
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Fig. 1. (Left) Monarch 

10-inch Manufacturing 

Lathe Equipped with 

High-speed Air Drills 

in Two of its Six Tur- 
ret Stations 


Fig. 2. (Right) Electronic 
Speed and Feed Controls 
are Salient Features in 
the New Speedi-Matic 
Hand Screw Machine 


Monarch Manufacturing Lathe, Screw Machine, 
and Electronic Sizing Control 


Booth 208 


A 10-inch precision manufactur- 
ing lathe, with a turret equipped 
to operate high-speed air drills in 
two of its six stations, and a 
Speedi-Matic hand screw machine 
with electronic controls are two of 
the new. machines to be demon- 
strated by the Monarch Machine 
Tool Co., Sidney, Ohio. 

The manufacturing lathe, basic- 
ally a high-speed production ma- 
chine capable of handling up to 
7/8-inch round stock, has been 
designed to accommodate a variety 
of tooling. It can be equipped 
with a carriage and apron or with 
an anti-friction bearing cross-feed 
slide. This slide is used for such 


Fig. 3. Monarch Engine 





operations as forming, knurling, 
necking, and cutting off; it is de- 
signed for rapid approach in both 
directions and automatic return 
to center. The two turret stations 
arranged for the high-speed air 
Grills are 180 degrees apart. Only 
one hole is drilled in the part be- 
ing produced, the tooling making 
possible a duplicate cycle in one 
complete rotation of the turret. 

To permit the faster handling 
of certain types of work, a power 
feed turret has been provided with 
automatic indexing on each return 
stroke. 

An all-electric drive, complete 
with motor-generator set, is used 


Lathe Equipped with Automatic 


Electronic Sizing Control 


















to drive the new machine. It gives 
a 100 to 1 range of gearless, step- 
less spindle speeds, forward and 
reverse. Any one of four different 
speed ranges can be provided, the 
top speed in each range being 2500 
R.P.M., 3000 R.P.M., 3500 R.P.M., 
and 4000 R.P.M. 

The new Speedi-Matic high- 
production hand screw machine is 
equipped with an automatic elec- 
tronic system for selecting and 
controlling speeds and feeds. This 
makes it a simple matter to em- 
ploy as many as nine different 
speeds and six different feeds for 
each job if required. 

Other advantages inherent in 
the new electronic speed and feed 
control are: (1) Both speed and 
feed remain practically constant, 
as set, regardless of load varia- 
tions; (2) higher motor torque 
available at the lower speeds and 
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feeds permits full cutting tool 
efficiency when taking heavy cuts 
on larger diameter work; and (3) 
the absence of revolving equip- 
ment in the power supply to the 
driving motor minimizes vibration 
at all speeds. 

The power-feed ram type turret 
with which the Speedi-Matic is 
equipped permits the correct feed 
to be repeated for every piece. 
Each tool is presented to the work 
manually, power feed is applied to 
the turret-slide, and at the con- 
clusion of the cut, the tool is with- 
drawn manually. This keeps tool 
traverse time down to a minimum. 
The electronically controlled feed 
motor eliminates the need of a 
gear-box, and makes available an 
infinite number of feeds from 1/8 
inch to 16 inches per minute. 
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Inasmuch as the Speedi-Matic 
has such a wide range of spindle 
speeds, it is equally adaptable for 


chucking operations on work 
larger than the 7/8-inch maxi- 
mum round stock capacity of the 
collet attachment. 

Also newly developed is an elec- 
tronic sizing unit, by means of 
which a standard engine or tool- 
maker’s lathe can be converted 
from manual to automatic opera- 
tion for step-shaft turning, bor- 
ing, facing, or contour turning. 
Size control is by means of diam- 
eter gage-blocks, micrometer gage- 
blocks, or a templet. Separate feed 
motors, electrically controlled, sup- 
ply power for the length and cross 
feeds, both of which can be varied 
from 1/2 inch to 20 inches per 
minute. 


Kingsbury Automatic Indexing Machines 
Booth 410 


High-production work will be 
demonstrated at the show by the 
operation of two automatic index- 
ing machines made by the Kings- 
bury Machine Tool Corporation, 
Keene, N. H. One machine, shown 
in the accompanying illustration, 
performs twelve operations on 
three faces of the work. It has 
twelve automatic units and a 60- 
inch automatic indexing table 








with twelve chucks. Whenever the 
table indexes, every chuck rotates 
180 degrees. In this way, four of 
the horizontal units can operate 
on one face of the work and the 
other four horizontal units on the 
opposite face. Four vertical units 
on a central column perform work 
on the third fave of the part. The 
chucks rotate in a harmonic mo- 
tion, starting and stopping slowly. 




















AT THE SHOW 





The work-holding chucks are of 
the two-jaw, self-centering type. 
A small compressed-air motor 
near the operator rotates a screw 
on the chucks to open and close 
them quickly. Control of the ma- 
chine is all electric. The operator’s 
pilot switches are on a 110-volt 
circuit, and all control switches 
are in a separate dust-proof cab- 
inet away from the machine. 
These controls make it possible to 
index the table and lock it accu- 
rately or jog it part way for set- 
ting up and changing tools. The 
indexing can either be completely 
automatic or under the control of 
the operator. 

The second machine will demon- 
strate combined operations on a 
typical high-production job. It 
will drill, spot-face, counterbore, 
mill, ream, and tap brass _heat- 
regulator forgings at the rate of 
seven pieces per minute. Twelve 
standard automatic units drive 
sixteen spindles. Two of the units 
have multiple-spindle auxiliary 
heads, one unit has a standard 
milling attachment, and another 
has a special recessing tool. The 
machine has a 26-inch automatic 
indexing table with ten identical 
fixtures and a standard base 80 
inches in diameter. An air sys- 
tem prevents the table from in- 
dexing while any unit is working 
and trips every head the instant 
the table has indexed to position. 





Automatic Indexing Ma- 
chine Made by the 
Kingsbury Machine Tool 
Corporation that Per- 
forms Twelve Opera- 
tions on Three Faces 


of the Work 
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“Men Responsible for Results 
in the Wlachine Tool Using Industries 
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Winfred C. Rodger, Works Man- H. C. Gunetti, General Manager, Raymond D. Baker, Master Mechanic, 
ager, Syracuse Plant, L. C. Smith Sunnyvale Works, Westinghouse Bay Manufacturing Div., Electric 
& Corona Typewriters, Inc. Electric Corp., Sunnyvale, Calif. Auto-Lite Co., Bay City, Mich. 





George W. Drysdale, General Man- W. J. Secor, Superintendent, The J. G. Johnston, General Manager, 
ufacturing Manager, Briggs Mfg. Waterbury Farrel Foundry & Ma- International Business Machines 
Co., Detroit, Mich. chine Co., Waterbury, Conn. Corporation, New York, N. Y. 
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W. H. Rietz, Vice-President, Pro- Major General E. S. Hughes, Chief James F. Maguire, Superintendent 
duction and Engineering, Ilg Elec- of Ordnance, War Department, of Production, Watertown Arsenal, 
tric Ventilating Co., Chicago, Ill. Washington, D. C. War Department, Watertown, Mass. 








“Men Responsible for Results 
in the Machine Tool Using Industries 


Captain Max Schreiner, U. S. N., Norman Johnson, Manager, Freight Lewis W. Metzger, Vice-President 
Shop Superintendent, Norfolk Car Plants, Pullman-Standard Car Operations, Eddystone, Pa., Divi- 
Naval Shipyard, Portsmouth, Va. Mfg. Co., Chicago, IIl. sion, Baldwin Locomotive Works 


L. C. Shippy, Tool Superintendent, F. M. Prucha, Supt., Methods and Clay P. Bedford, Vice-President, 


Harrison Radiator Div., General Equip. Div., Cadillac Motor Car Manufacture, Kaiser-Frazer Cor- 
Motors Corp., Lockport, N. Y. Div., General Motors Corp., Detroit poration, Willow Run, Mich. 
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W. F. Ehrick, Plant Manager H. F. Sacknus, Factory Manager, A. J. Langhammer, President, 
of the Huber Manufacturing Pittsburgh Equitable Meter Div., Amplex Div., Chrysler Corpora- 
Co., Marion, Ohio Rockwell Mfg. Co. tion, Detroit, Mich. 
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Fig. 1. Moline Universal- 
joint Type Drilling Ma- 
chine Having Ten Drill- 
ing Heads — One of the 
Latest Additions to the 
“Hole Hog” Line 





“Hole Hog” Drilling and Boring Machines 
Booth 128 


One of the improved “Hole 
Hog” line of machines to be dis- 
played by the Moline Tool Co., 
100 Twentieth St., Moline, IIl., is 
the HU68 universal joint type 
drilling machine shown in Fig. 1. 
This machine, which has a drill- 
ing area of 6 feet by 24 inches, 
is equipped with ten drill heads, 
driven through  universal-joint 
spindle arms. The combination of 
adjustable drill heads and adjust- 
able top drivers along the driving 
spiral makes it possible to set the 
drills at any point in the drilling 
area with a minimum angle of 
operation for the universal joints. 
Hydraulic rail feed and an auto- 
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Fig. 2. Horizontal Way 
Type Drilling Machine 
Made by Moline Tool 
Co. for Drilling Holes 
in Railroad Track 


matic machine cycle with push- 
button control are also provided. 

A two-spindie horizontal ma- 
chine—MR127—arranged to drill 
the holes in the ends of railroad 
track sections for splice bars or 
“fish plates” is shown in Fig. 2. 
The machine is provided with a 
fixture that can be adjusted to ac- 
commodate vayious rail sizes. The 
spindles, on 6-inch centers, ad- 
vance hydraulically in rapid trav- 
erse, feed the drills through the 
work, and withdraw to starting 
position in rapid traverse. The 
cycle of the machine is automatic, 
and is controlled by push-buttons. 

Hydraulic feed to the table and 













automatic jump feed for such op- 
erations as pipe drilling are fea- 
tures of the HF9 straight-line 
drilling machine also to be dis- 
played. This machine has a spiral 
drive to twenty-two drill heads, 
which can be adjusted for spacing 
along the length of the spiral. 

A precision cylinder boring ma- 
chine equipped with four un- 
piloted spindles is another of this 
company’s exhibits. This machine 
(115FB) is equipped with boring 
heads which automatically re- 
tract the single-point tools a few 
thousandths of an inch when they 
have passed through the work, 
thus allowing the tools to be with- 
drawn without scoring the bores. 
Shifting of the work away from 
the tools or stopping the rotation 
of the spindles is not necessary. 


















Cincinnati “Hypro’’ Planer, Boring Mill, 


and Milling Machine 
Booth 220 


The 30-inch by 30-inch by 8- 
foot “Hypro” hydraulic planer 
shown in Fig. 1 is a completely 
new machine that has just been 
added to the line of machine tools 
made by the Cincinnati Planer 
Co., Cincinnati 9, Ohio. This ma- 
chine was developed for use in 
tool-rooms, maintenance depart- 
ments, and other applications 


where small planers are suitable. 

The planer is driven by a new 
type, 20-H.P. hydraulic unit with 
Hypro finger-tip remote control 
for infinite adjustment of table 
speeds, and is equipped with two 
rail-heads and one side-head. A 
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new type hydraulic feed mechan- 
ism and shockless hydraulic tool- 
lifters are other features. 

The electronic head and table 
drive furnished on the 48-inch by 
48-inch by 12-foot planer type 
milling machine, Fig. 2, is a new 
development in the planer-miller 
field. With this type drive, it is 
possible to increase or decrease 
head or table feeds while cutting 
by conveniently placed direct- 
reading speed-control dials in a 
pendent station. From this cen- 
trally located, movable pendent 
station, it is possible to change 
from feed to traverse or to in- 
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Fig. 1. “Hypro” Hydrau- 
lic Machine Developed 
for the Small Planer 
Field by the Cincinnati 
Planer Co. 


crease or decrease feeds without 
gear changes, clutches, etc. En- 
gagement of the side-head feed or 
traverse is through push-button 
magnetic type control. 

Automatic spindle load control 
with feed tachometers provide an 
added feature to aid productive 
capacity. Feed rates are auto- 
matically changed to suit various 
width surfaces and to maintain 
constant horsepower, so that full 
capacity of the machine will be 
utilized at all times. 

The transmission of power to 
the table is through a newly de- 
signed combination herringbone 
and cone worm-wheel drive that 
provides an anti-backlash self- 
locking unit without side thrust. 
Four newly designed Hypro dual- 
purpose 40-H.P. milling heads 
provide the necessary speed and 
power for both high-speed and 
carbide-tipped milling cutters. The 
features of this new planer-miller 
permit the machining of irregular 
contours not easily handled on 
conventional type machines. 

A 50-H.P., single-shift, vari- 
able voltage drive is an outstand- 


Fig. 2. Cincinnati Planer 
Type Milling Machine 
Equipped with New 
Electronic Head and 
Table Drive 
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Fig. 3. (Right) “Hypro” 
Vertical Boring and 
Turning Mill Equipped 
with a Single-shift, Vari- 
able-voltage Drive for 
Wide Speed Selection 


Fig. 4. (Below) 48-inch 
by 48-inch by 16-foot 
Double-housing Planer 
Made by the Cincinnati 
Planer Co. 


ing feature of the 6-foot vertical 
boring mill shown in Fig. 3. A 
wide range of speeds is obtained 
through a push-button control 
without gear changes in the high 
and low speed ranges. In facing 
large-diameter work, a constant 
cutting or faving speed can be 
maintained electronically, regard- 
less of the decrease in diameter 
of the work as the tool progresses 
toward the center of the table. 
The operator can read the table 
speed from electrical tachometers 
in the pendent station. 

This machine is equipped with 
a new type table track in the form 
of a large anti-friction bearing 
that eliminates heat due to fric- 
tion and therefore permits higher 
speeds. More accurate and uni- 
form work is thus produced. This 
feature also eliminates bed and 
table track scoring. The machine 
is equipped with one left-hand 
ram type rail-head, one right- 
hand turret type rail-head, and 
one right-hand side-head. 

The 48-inch by 48-inch by 16- 
foot double-housing planer shown 
in Fig. 4 is provided with a 35- 
H.P. variable-voltage motor drive 
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that gives a wide range of table 
speeds for planing with high- 
speed or carbide-tipped tools. An 
electrical table speed indicator in 
the pendent station, reading in 
feet per minute, provides the op- 
erator with a means of accurately 
setting the table speeds for the 
most efficient use of the cutting 
tools. 

New mechanical features of this 
planer include a positive magnetic 
clutch type quick-acting feed 
mechanism, narrow guide-rail con- 
struction, extended saddle sup- 






ports, dual saddle and slide con- 


trols, inverted-dovetail construc- 
tion down-feed_ slides, double 
cross- and down-feed nuts, twin 
helical gear drive, and renewable 
T-slot inserts. Shockless pneu- 
matic tool-lifters maintain uni- 
form acceleration and decelera- 
tion, with soft receding action of 
the tool-block. A new Hypro hy- 
draulic safety table stop and jack 
is designed to stop the table 
quickly in case of control failure 
with a uniform decelerated motion 
and without severe shock. 




































Gould & Eberhardt Shapers and 


Gear-Hobbing Machines 
Booth 41 


An all-helical gear drive and 
sixteen ram speeds are new devel- 
opments incorporated in the line 
of shapers to be exhibited by 
Gould & Eberhardt, Inc., Irving- 
ton 11, N. J. The ram speeds are 
quickly selected by two gear-shift 
levers. Arranged .in geometric 
progression, the sixteen speeds 
provide a wide range of strokes to 
suit all classes of work. Eighteen 
changes of feed are available. 

All major components of the 
shapers are made of high-strength 
Meehanite castings. A circulatory 
pressure system of lubrication 


provides a continuous supply of 
cil automatically. 












Electrified, push-button operated 
gear-hobbers—the 24H size being 
shown in Fig. 2—were developed 
for cutting spur, helical, and 
worm gears by the in-feed method, 
and for hobbing splines or worms 
with low numbers of teeth. These 
machines are regularly furnished 


for both conventional hobbing 
with down feed, and for climb 
hobbing. 


The hob-spindle differs from 
conventional design, having a tap- 
ered bronze sleeve shrunk onto the 
spindle to rotate within a station- 
ary hardened bushing. Standard 
screws for these machines are cut 
within a maximum accumulated 
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Fig. 1. Gould & Eber- 
hardt 32-inch Industrial 
Shaper with Sixteen 
Speeds and an AIll- 
helical Gear Drive 


lead error of 0.001 inch in 48 
inches. Hob speed, index, feed, 
and lead change-gears, all con- 
tained within an oil-tight com- 
partment, have been made more 
accessible. 

A circulatory pressure system 
of lubrication supplies oil con- 
tinuously to the main gear-case 
and directly to the work-spindle 
and index worm-gear set. A high- 
pressure metered system has been 
added to lubricate the entire hob- 
slide and stanchion units, includ- 
ing the hob-spindle and the hob 
end bearing. 

A special hob swivel head ar- 
ranged with a worm and gear 
drive to the hob-spindle has been 
developed as an attachment for all 
size machines. An over-arm to the 
work support is also available. A 
tangential worm-gear cutting at- 
tachment for the large size ma- 
chines provides for the hobbing of 
single- and multiple-thread worm- 
gears, using hobs or fly cutters. 
All machines can be equipped with 
a cam in-feed mechanism espe- 
cially designed to feed the hob 
into the work at a predetermined 
variable rate. 


Fig. 2. Improved Univer- 
sal Manufacturing Type 
Gear-hobbing Machine 
to be Exhibited by 
Gould & Eberhardt 
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EQUIPMENT AT SHOW 


Fig. 1. New Britain 

Multiple-spindle Auto- 

matic Screw Machine 

Made in 1 1/4- and 
2 1/4-inch Sizes 


New Britain Automatic Screw Machines 
and Turret Lathes 
Booth 311 


A new line of multiple-spindle 
automatic screw machines will be 
shown by the New Britain-Gridley 
Machine Division of the New 
Britain Machine Co., New Britain, 
Conn. The improvements made in 
these machines allow quick set-up 
and change-over, the full utiliza- 
tion of carbide tooling, inter- 
changeability of tools, and auto- 
matic operation. The new auto- 
matic screw machines are avail- 
able in 1 1/4-inch and 2 1/4-inch 
sizes, the smaller size machine 
being shown in Fig. 1. 

Six independently cammed cross- 
slides are arranged radially about 
the axis of the spindle-carrier, 
making possible the same line of 
forming thrust for every position, 
minimizing overhang, and allow- 
ing interchangeability of holders 
among the five forming positions. 
The time for cam changes has 
been practically eliminated. No 
cam changes are required for a 
change in stock feed length. A 


Fig. 2. Automatic Tur- 
ret Lathe Developed for 
Quick Change-overs by 
the New Britain Machine 
Company 


universal tool-slide cam eliminates 
cam changes for the main tool- 
slide. By adjusting a calibrated 
dial, any ratio of feed to approach 
can be obtained without changing 
the high point or drawback point. 
Therefore, tovl-holders need not 
be repositioned. Cross-slide cams 
are interchangeable among the 
five forming positions, and are 
contained within the cross-slide 
mounting. Ten cams cover the 
majority of jobs. 

A program wheel indicates the 
high point and drawback of all 
cross-slides and the main _ tool- 
slide, and the high- and low-speed 
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cyele of the machine. From this 
wheel, the high- and low-speed 
dogs may be changed. Manual 
unchucking is possible in any posi- 
tion. The feeding mechanism can 
be cut out when desired. 

A new line cf automatic turret 
lathes (Fig. 2) will also be exhib- 
ited. These machines were devel- 
oped for the full use of carbide 
tools and for quick change-over 
from job to job. The 5-inch capa- 
city machine in this line has a 
speed range up to 1000 R.P.M. 
The main turret operates inde- 
pendently of the cross-slides. 

The turret operating cam is 
electrically controlled, so that by 
simply adjusting a dial, an infinite 
variation of feed is possible in 
each turret station without chang- 
ing any turret cams. A full rev- 
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olution of the turret cam is used 
for each face position of the tur- 
ret, the differences in feed being 
obtained by varying the camshaft 
speed. The effect of a double-rise 
cam can also be obtained. 

The two forming slides are pro- 
vided with micrometer adjust- 
ments. The bracket on which they 
are mounted contains the disk 
type forming cams. Two cut-off 
slides allow the use of the double 
cut-off method. 

Quick change-over is easily ac- 
complished, since the turret cam 
need never be changed. Where 
similar work, varying only in size, 


is being produced, a set of stand- 
ard cams with cnough rise for the 
longest forming and cut-off jobs 
is provided. A variable high-speed 
approach then compensates for 
different depths of cut. A new 
air-feed device climinates the need 
of stock pushers and conventional 
stock reel. 

The Model 365 double-end, tool- 
rotating, chucking machine de- 
scribed in August MACHINERY 
will also be displayed. The Models 
26-36 and 27-37 precision boring 
machines, also described in that 
issue, will complete the New 
Britain exhibit. 


Barber-Colman Automatic Hob-Sharpening 
Machine and Hob-Shifter 


Booth 523 


The new No. 6-5 automatic hob- 
sharpening machine shown in 
Fig. 1, developed by the Barber- 
Colman Co., 109 Loomis St., Rock- 
ford, Ill., for sharpening high- 
speed steel for carbide-tipped hobs 
and form cutters incorporates a 
number of important improve- 
ments as the result of a user 
survey. 

The accuracy of settings pro- 
vided and the precise operation of 
the machine minimize inspection 
ind regrinding for correction. 
"his machine will hold adjacent 










































































spacing within 0.0001 inch and 
non-adjacent spacing within 0.001 
inch. For helical gash angular 
setting, there is a vernier on the 
sine-bar mounting plate and one- 
minute graduations on the hand 


-adjustment dial which permit ac- 


curate lead settings. Precise pos- 
itive or negative rake settings 
permit alignment on_ straight 
gashed work within 0.0001 inch. 
Rake errors on helical gashed work 
can be held to 0.001 inch on many 
classes of work. Dual torsional 
expanding spring tension removes 


Fig. 1. (Left) Barber- 

Colman Precision Auto- 

matic Hob-sharpening 
Machine 


Fig. 2. (Above Right) 
Automatic Hob-shifter 
for Use on the Barber- 
Colman Vertical Cy- 
cling Production Hob- 
bing Machine 
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all backlash between the sine-bar 
and the wheel-spindle. A micro- 
inch finish of from 10 to 20 can 
be obtained. 

Hobs 6 inches in diameter and 
5 inches long with a minimum 
lead of 8.5471 inches can be han- 
dled with a 40-degree sine-bar 
setting. Feeds (at 3 inches di- 
ameter) range from 0.00015 to 
0.0009 inch in 0.00015 inch steps. 
Index-plates are available to han- 
dle any number of gashes from 
three through thirty-three. Ad- 
justable spindle speeds include 
3600, 4300, and 5000 R.P.M. The 
adjustable hydraulic table permits 
approximately five to twenty cycles 
per minute, while the length of 
stroke can be adjusted from 3 
through 8 inches. 

An automatic hob-shifter (Fig. 
2), for use on the Barber-Colman 
No. 8-10 vertical cycling produc- 
tion hobbing machine automati- 
cally shifts the hob to a new cut- 
ting position after each cutting 
cycle. Operating from the same 
hydraulic oil that actuates the 
machine cutting cycle, the attach- 
ment shifts the hob a _ prede- 
termined amount, between 0 and 
0.450 inch, at the completion of 
each cycle. After the hob has been 
shifted the entire length of the 
cutting face, the automatic shifter 
reverses its direction. This attach- 
ment insures that no hob life will 
be secrificed in sharpening, since 
all hob teeth are worn equal 
amounts. Also, a considerable 
amount of machine “down time” 
and operator attention is obviated. 
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“Men Responsible for Results 
in the Machine Tool Using Industries 


F. Penn Holter, Works Manager, J. J. Dewey, General Factory James A. Carter, Machine Shop 
Lockheed Aircraft Corporation, Manager, American Laundry Ma- Superintendent, Pitney - Bowes, 
Burbank, Calif. chinery Co., Cincinnati, Ohio Inc., Stamford, Conn. 


John W. Anderson, Vice-President, Lloyd F. Harrison, General Super- P. H. Curtiss, Sr., General 
Manufacturing, Schwitzer-Cummins intendent, Engine Div., Kaiser- Superintendent, Buda Co., 
Co., Indianapolis, Ind. Frazer Corporation, Detroit, Mich. Harvey, IIl. 


John W. Craig, Works Manager, Edward N. Haas, Works Manager, Vice-Admiral G. F. Hussey, Jr., 
The Crosley Corporation, Rich- Independent Pneumatic Tool Co., U.S. Navy; Chief, Bureau of Ord- 
mond, Ind. Aurora, Ill. nance, Navy Dept., Washington 





“Men Responsible for Results 
in the Machine Tool Using Industries 


T. I. S. Boak, Works Manager, Win- D. J. McAvoy, Plant Manager, L. F. Remington, Works Manager, 
chester Repeating Arms Co., Div., Grabler Mfg. Co., Cleveland, Thomson-National Press Company, 
Olin Industries, New Haven, Conn. Ohio Franklin, Mass. 


George H. Koskey, Works Manager, Guy R. Reed, Plant Superintend- E.*H. Meyers, Mechanical Superin- 
Battle Creek Bread Wrapping Ma- ent, Automatic Transportation terident, Western Cartridge Co., Div., 
chine Co., Battle Creek, Mich. ‘Co., Chicago, Ill. Olin Industries, East Alton, Ill. 


Gordon Lefebvre, President and E. E. Griffiths, Consulting Manu- William Balderston, Executive 
General Manager, The ‘Cooper- facturing Engineer, Westinghouse Vice-President, Philco Corpo- 
Bessemer Corp., Mount Vernon, O. Electric Corporation, Pittsburgh ration, Philadelvhia, Pa. 











Ivy 
tA 














MACHINE TOOL SHOW 


Fig. 1. (Below) Lees- 
Bradner Ultra-speed 
Gear-hobber Designed 
to Use Carbide Hobs 


Fig. 2. (Right) Thread 
Milling Machine Built 
by Lees-Bradner Co., 
with Provision for Auto- 
matic Cycling 





Lees-Bradner Ultra-Speed Gear-Hobbers and 


Improved Thread Milling Machine 
Booth 111 


The Lees-Bradner Co., Cleve- 
land, Ohio, will display an eight- 
spindle rotary gear-hobber—one 
of a line of ultra-speed gear-hob- 
bers—designed and built for use 
with carbide hobs. These Model 
7-A machines operate at spindle 
speeds up to 1800 R.P.M., and are 
built in single- as well as in four-, 
six-, and eight-spindle rotary 
types; on the rotary machines, 
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each spindle is capable of being 
tooled for the same or for a dif- 
ferent job, the spindles being 
completely independent of each 
other. Push-button controls per- 
mit automatic as well as manual 
operation. 

A rapid-traverse differential is 
provided which eliminates the 
need for rapid-traverse clutches. 
The new lead differential head- 
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stock will also be on display. This 
unit has been developed to facili- 
tate handling helical gears and to 
simplify helical gearing calcula- 
tions. With the new headstock, 
the index gearing consists only of 
idlers and a change-gear having 
the same number of teeth as the 
number of teeth to be cut in the 
blank, or a multiple of that num- 
ber. The feed train consists of 
idlers and a gear having as many 
teeth as the number of thou- 
sandths of an inch that there are 
to be in the feed, or a multiple 
thereof. The lead gearing is de- 
termined by dividing the lead of 
the gear to be hobbed by the num- 
ber of teeth therein, and then ob- 
taining factors of this number 
from any factor table. 

Two improved thread milling 
machines will be shown—the 
Model 40, and the Model HT illus- 
trated in Fig. 2. Both of these 
machines are semi-automatic in 
cperation. The cutter is automat- 
ically brought to the required 
depth against a positive microm- 
eter stop, fed across the face of 
the part to be threaded, and with- 
drawn from engagement with the 
work. Both machines are equally 
suited to internal or external 
thread milling. The Model HT 
machine, though capable of being 
arranged with an automatic cycle, 
is fully universal and will handle 
both ring or hob type work, as 
well as single-cutter or disk type 
thread hobs. 
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Triplex Milling Machine and Sundstrand 


Automatic Lathes 
Booth 20 


The Sundstrand Machine Tool 
Co., 2530 Eleventh ‘St., Rockford, 
Ill., will show a large Triplex 
Rigidmil, the primary application 
of which is the production milling 
of both wide and narrow parts 
without sacrifice in accuracy. This 
machine has three adjustable 25- 
H.P. spindle heads, two horizon- 
tally opposed, and one in a ver- 
tical position. The horizontal spin- 
Gle heads are carried on traveling 
columns that have power move- 
ment along the column bed ways. 
The vertical spindle head is 
mounted on ways and has power 


movement and power clamping; 
the vertical head is carried on a 
cross-rail that has horizontal ways 
in the same plane as the machine 
table, and has power movement 
and power clamping for position- 
ing the vertical spindle crosswise 
to the machine table. All three 
spindles have micrometer quill ad- 
justment for accurate setting. 
The spindle speed range for 
each head is in a 30 to 1 ratio (25 
to 750 R.P.M.) and speed changes 
are by means of pick-off gears. 
As each head is a self-contained 
unit, spindle speeds can be varied 


LATEST PRODUCTION 


Fig. 1. Triplex Rigid- 
mil Designed by the 
Sundstrand Machine 
Tool Co. for the Pro- 
duction Milling of Both 
Wide and Narrow Parts 


independently. Cutters up to 14 
inches in diameter can be used on 
all three spindles. 

Table feed rate ranges from 
1/2 inch to 50 inches per minute, 
and the rapid-traverse rate is 300 
inches per minute. Standard ma- 
chines are available with table 
widths of 18, 24, or 30 inches, 
and feed strokes up to 144 inches, 
but larger sizes can be furnished 
if required. 

The Sundstrand Machine Tool 
Co. will also exhibit two new ad- 
ditions to its line of automatic 
lathes. One—the Model 16 auto- 
matic lathe—is equipped with a 
75-H.P. spindle-drive motor in 
order to make full use of carbide 
tools. On this machine, the spindle 
motor runs continuously, once the 
machine is started, as an auto- 
matic clutch and spindle brake 
have been provided. The spindle 
speed range is from 15 to 750 
R.P.M. The feed range through 
pick-off gears is from 0.0025 to 
0.100 inch per revolution. The 


Fig. 2. Sundstrand Auto- 

matic Lathe Equipped 

with a 75-H.P. Motor 
Drive 
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EQUIPMENT AT THE SHOW 


Fig. 3. Four-slide Auto- 
matic Lathe for Machin- 
ing Electric Motor Sta- 
tor Frames Developed 
by Sundstrand Machine 


Tool Co. 


capacity of the machine illustrated 
is 60 inches between the headstock 
and tailstock center, and it has a 
17-inch swing over the slides. 
Other standard bed lengths for a 
distance between centers of 36 and 
84 inches are also available. 

The other new automatic lathe 
has been designed specifically to 
turn electric motor stator frames. 
This machine has two front and 
two rear carriages, so that the 
rabbet fits in both ends of the 
stator frames can be machined 
simultaneously, in very accurate 
relation to each other. The two 
front slides carry boring and 
chamfering tools, and the two rear 
slides carry facing and chamfer- 
ing tools. 

The standard cycle of tool-slides 
is rapid approach, feed, rapid re- 
turn, and stop. If desired, the 
machine can be provided with an 
automatic dual cycle, so that at 
the end of the first rapid return, 
the complete cycle will be re- 


New 16- by 54-inch 
Selective-head Engine 
Lathe to be Exhibited 
by Lodge & Shipley Co 
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peated, in order to take two cuts 
over the surfaces. 

Still another new machine to be 
exhibited is a double-end drilling 













and centering machine designed 
to handle work up to 72 inches in 
length and 1/2 inch to 4 inches 
in diameter with one set of jaws. 


Lodge & Shipley 14- and 16-Inch Lathes 


Booth 


The entire line of Model X 
lathes built by the Lodge & 
Shipley Co., 3055 Colerain Ave., 
Cincinnati 25, Ohio, will be ex- 
hibited in operation at the Show. 
This line has been modified and 
extended to include the smaller 
14- and 16-inch sizes. These en- 
gine, toolmaker’s, and manufac- 
turing lathes have a twenty-four- 
speed headstock, available in three 
ranges of spindle speeds; new bed 
and carriage ways; a totally en- 
closed quick-change gear-box, with 
finger-tip dial operation; and 
automatic lubrication. 

Other machines in the line to 
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be displayed will include the 16- 
by 54-inch selective-head lathe 
with direct-reading diameter and 
direct-reading length attachments, 
and a new “pancake” flange motor 
drive; the 18- by 54-inch selective- 
head manufacturing lathe with 
cost-cutting attachments for small- 
lot production and quick change- 
over to single piece or other 
repetitive work; and the 20- by 
72-inch selective-head oil country 
lathe which is provided with an 
8 9/16-inch hole through the 
spindle and 21-inch, four-jaw in- 
dependent chucks on each end of 
the spindle. 






Fig. 1. (Left) Ex- 
Cell-O Completely 
Automatic Two-sta- 
tion Tool Grinder 


Fig. 2. (Right) Form 
Grinder for Grinding 
Irregular Forms to 


Close Tolerances on 
Small Round Parts 


Ex-Cell-O Production Grinders and Precision 
Boring Machines 


Booth 518 


The Ex-Cell-O Corporation, De- 
troit 6, Mich., will show several 
new special-purpose grinding and 
boring machines which have been 
added to the line of production 
equipment made by this concern. 
One of these machines is a Style 
35A precision thread grinder. Its 
cperation is completely automatic, 
the work speed is infinitely vari- 
able, and it can be set up with 
standard change-gears to grind 


threads with leads from 1 to 128 
threads per inch. Although this 
is essentially a production ma- 
chine, its adaptability to different 
types, sizes, and forms of work 
makes it suited for the tool-room 
as well. 

Another special-purpose machine 
is the Ex-Cell-O two-station auto- 
matic tool grinder (Fig. 1) for 
grinding the straight faces of 
solid carbide, carbide-tipped, Stel- 





lite, or high-speed steel tools. The 
precision grinding spindle carries 
adapters for a 6-inch diamond 
wheel and a 10-inch silicon-car- 
bide wheel, either of which can be 
mounted or removed without dis- 


turbing the other. After loading 
and clamping, the automatic cycle 
takes the tool to the grinding 


wheel, grinds it for a predeter- . 


mined length of time, and returns 
it to the loading position. 

A third machine (Fig. 2) is a 
small form grinder for grinding 
irregular forms to close tolerances 
on small round parts. The grind- 
ing wheel is shaped by a cam type 
dresser mounted behind the grind- 
ing wheel. The work-drive assem- 
bly is supported on a slide that is 
cperated by a hand-lever. When 
the lever is moved to the right, 
the work-drive motor starts, an 
electrically operated coolant valve 
opens, and the work is fed to the 
wheel; when the piece is finished, 
the lever is returned, thus retract- 
ing the work, stopping the motor, 
and closing the coolant valve. 

All the remaining machines, in- 
cluding two boring machines and 
a special automatic for grooving 


Fig. 3. New Vertical 
Cylinder Boring Ma- 
chine to be Exhibited 
at the Show by the 
Ex-Cell-O Corporation 
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Fig. 4. Ex-Cell-O Auto- 

matic for Boring Alu- 

minum-alloy Automo- 
tive Pistons 


and chamfering valve stems, are 
intended primarily for the auto- 
motive industry. The Ex-Cell-O 
Style 66 vertical cylinder boring 
machine shown in Fig. 3 is espe- 
cially suitable for automotive en- 
gine blocks, but it can be used 
equally well for boring holes in 
any part where accuracy of round- 
ness and straightness is required. 
When the machine is equipped for 
multiple boring operations, the 
spindles are driven through a 
worm and worm-gear. 

The spindle slide is hydraulic- 
ally actuated, and can be con- 
trolled either electrically or man- 
ually; two adjustable rates of 
forward feed and a fixed rate of 
rapid approach and return are 
available. Fluid pressure for oper- 
ating the spindle slide is supplied 
by an independent motor, pump, 
and sump unit. 

The other boring machine (Fig. 
4) is a fully automatic unit for 
boring aluminum-alloy automotive 
pistons. As each piston is fed to 
the machine from a chute, the 
wrist-pin holes are turned into 
alignment with the boring-bar, 
after which the piston is carried 
to the boring position, clamped, 
rough- and _ finish-bored, and 
ejected. There are only three tools 
in the machine—two rough bor- 
ing tools and one finishing tool. 
Bores are easily held within 
0.0003 inch for an eight-hour day 
without tool adjustment, and the 
production is at the rate of one 

piston every thirty seconds. 

Another Ex-Cell-O exhibit is a 
machine that cuts two grooves and 


Lucas 4-inch Boring, 
Milling, and Drilling Ma- 
chine with Completely 
Automatic Electronic or 
Electric Control 
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chamfers the ends of automotive 
valve stems at a production rate 
of 1520 pieces per hour. Six collet 
chucks are arranged in a contin- 
uously rotating table with tool- 
holders on the under side. The 
angular valve faces engage locat- 




















ing seats on the chucks, and as 
the chucks move away from the 
front of the machine, the collets 
clamp the valves, the chucks start 
to rotate, and the tools engage the 
work. When the chuck rotation 
stops, the valves are released. 


Lucas Electronic Boring, Milling, and 
Drilling Machines 


Booth 39 


A 4-inch spindle boring, milling, 
and drilling machine with either 
complete electronic or electric con- 
trols and a four-way bed will be 
the outstanding exhibit of the 
Lucas Machine Tool Co., Cleve- 
land, Ohio. Operation of this ma- 


chine—the No. 460 Electronic— 
can be controlled from the pendent 
station, including all movements 
of the head, spindle, table and 
saddle, after the feeds and speeds 
have been set manually. The dis- 
tance between the two outer ways 














































is 60 inches. These ways support 
the saddle and are equipped with 
hardened steel rollers. 

Another machine to be shown— 
the Model 41 having a 3-inch spin- 
dle—has been redesigned to incor- 
porate refinements resulting from 
wartime experience. High-low 
speeds to the spindle are featured 
in this machine, the spindle being 
driven directly through multiple 
V-belts on the high-speed range. 
Electrical pendent control is fur- 
nished for starting, stopping, re- 
versing, and jogging. 


Lo-Swing Automatic Lathe and Drilling 
and Centering Machine 
Booth 3 


The outstanding feature of the 
Model AR Lo-Swing automatic 
lathe (Fig. 1), to be shown by the 
Seneca Falls Machine Co., Seneca 
Falls, N. Y., is the instantaneous 
tool-relief control mechanism, 
which permits reversing the rota- 
tion of the feed mechanism at any 
time during the machine cycle. 
This control mechanism reduces 
tool breakage and “down time.” 
In case of necessity, the operator 
simply pushes a lever mounted on 
the carriage, which reverses the 
rotation of the feed mechanism 
and thereby returns the carriages 
and slides to their starting posi- 
tions without disturbing the tim- 
ing of the slides or the setting of 
the tools. 

The lathe has all the advan- 
tages of a cam-operated machine, 




















combined with new features which 
insure ease of change-over, oper- 
ating control, and flexibility. The 
spindle mounting and high spindle 
speeds, together with rigidity, 
make it possible to take full ad- 
vantage of the fast cutting speeds 
permitted with carbide tools. 

A simplified change-over mech- 
anism has been incorporated in 
this machine. All cams can be 
preset to graduated dials for the 
desired length of cut. Another 
feature includes a new type front 
carriage designed to facilitate 
loading and unloading. A Model 
AP lathe, utilizing the same head 
and tailstock as the Model AR, 
has a _ rack-and-pinion carriage 
feed instead of cams, thus per- 
mitting uulimited carriage travel. 
The new Model CS Lo-Swing 










Fig. 1. (Left) Lo-Swing 
Automatic Lathe with 
Instantaneous Tool-re- 
lief Control Mechanism 


Fig. 2. (Above) Auto- 
matic Drilling and Cen- 
tering Machine Made by 
Seneca Falls Machine 


182 — MACHINERY, September, 


automatic drilling and centering 


machine (Fig. 2) replaces the 
Model CM. The drilling or cen- 
tering heads have individual mo- 
tor drive, permitting a wide range 
of spindle speeds through pick-off 
gears, which are readily changed. 
Each centering head is equipped 
with a feed cam, the rotation of 
which is controlled from the feed 
and rapid-traverse mechanism lo- 
cated in the main control center- 
ing head. The machine cycle is - 
entirely automatic. 

The rapid-traverse control can 
be preset to graduated dials for 
the desired timing. Spindle feeds 
are easily changed through pick- 
off gears, avoiding the necessity 
of changing the feed-cams. Both 
centering heads are automatically 
lubricated from centralized lubri- 
cation pumps, while the coolant 
pump is driven from the main 
drive-shaft. Air-operated vises are 
available. An improved automatic 
work-driver will also be displayed. 
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“Men Responsible for Results 
in the Wlachine Tool Using Industries 


W. H. Casson, Vice-President, H. Fletcher Brown, Vice-Presi- L. E. Osborne, Vice-President, 
Manufacturing, Addressograph- dent, Production Manufacturing Westinghouse Electric Corpo- 
Multigraph Corp., Cleveland, O. Boeing Aircraft Co., Seattle ration, Pittsburgh, Pa. 


Frank L. Magee, Vice-President, Fred E. Harrell, Manufacturing C. H. Kimmel, Manager, Camshaft 
Aluminum Company of America, Vice-President, Reliance Electric and Crankshaft Divisions, Ohio 


Pittsburgh, Pa. & Engineering Co., Cleveland, O. Crankshaft Co., Cleveland, Ohio 


Harry Woodhead, President, Con- V. W. Fries, Vice-President in V. P. Rumely, Vice-President, 
solidated Vultee Aircraft Corpo- Charge of Production, White Manufacturing Division of 
ration, San Diego, Calif. Motor Co., Cleveland, Ohio Crane Co., Chicago, III. 
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‘Men Responsible for Results 
in the Machine Tool Using Industries 


David Cameron, Works Manager, A. Gelpke, Vice-President in 
Wright Aeronautical Corporation, Charge of Production, Auto- 
Wood-Ridge, N. J. car Co., Ardmore, Pa. 


L. C. Miller, General Manager, O. W. Franke, General Works Man- 
Rouge Plant, Ford Motor Co., ager, Dodge Bros. Div., Chrysler 
Dearborn, Mich. Corporation, Detroit, Mich. 


Warren H. Farr, Vice-President W. H. Bagley, Master Mechanic, 
in Charge of Manufacturing, Bohn Aluminum & Brass Corpo- 


The Budd Co., Philadelphia, Pa. ration, Detroit, Mich. 


F. J. Riley, Factory Manager, 
Machinery Division, The Liquid 
Carbonic Corp., Chicago, Ill. 


Chas. F. Slick, Assistant Works 
Manager, Fairchild Aircraft Div., 
Hagerstown, Md. 


J. V. Carlson, General Factory 
Superintendent, Union Special 


Machine Co., Chicago, Ill. 
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Fig. 1. Hendey Light- 
duty Lathe with Wide 
Range of Speeds and 
Feeds and a Remote- 


control Belt-shifting 
Arrangement 


Hendey Light-Duty and Toolmaker’s Lathes 
Booth 105 


A 14-inch belt-driven lathe with 
a remote-control belt - shifting 
arrangement, designed by the 
Hendey Machine Co., Torrington, 
Conn., for general purpose, light- 
duty work will be on exhibit. This 
No. 2 lathe, shown in Fig. 1, is 
driven by a 5-H.P. 1800-R.P.M. 
motor through a four-step cone 
pulley countershaft and V-belts. 
Eight speed changes ranging from 
30 to 1142 R.P.M. can be obtained 
by lever control. 

Enclosed in a separate housing 
that is attached to the headstock 
are the feed-gears and high-speed 
reverse gears. These give forty- 
eight thread and feed changes 
ranging from 1 1/2 to 92 threads 
per inch and from 0.0027 inch to 
0.1663 inch feed per revolution of 
the spindle; the high-speed re- 
verse automatically returns the 


Fig. 2. Tool- and 
Gage-maker’s Lathe 
with Stepless Spindle 
Speeds Ranging from 
40 to 2000 R.P.M. 
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carriage to the 
position. 

Controls on the apron include 
a start-stop lever, a high-speed 
reverse rod, a thread-chasing dial, 
a split-nut cam lever for screw 
cutting, longitudinal and cross 
power-feed controls, and a longi- 
tudinal hand-feed wheel. 

Besides this general-purpose 
machine, the Hendey exhibit will 
include the 9- by 24-inch tool- 
maker’s and gagemaker’s lathe 
illustrated in Fig. 2. This is 
equipped with a _ variable-speed 
power unit consisting of an alter- 
nating-direct-current motor-gen- 
erator set that gives stepless spin- 
dle speeds from 40 to 2000 R.P.M., 
bota forward and reverse. The 
quick-change gear-box gives sixty- 
six feeds and sixty-six threads for 
either belt or gear drive without 


same starting 


changing gears. An interlocking 
safety feature prevents simul- 
taneous engagement of feeds. 


Dayton V-Belts Made 


with Rayon Cord 
Booth 328-G 


Rayon cord is being used by 
the Dayton Rubber Mfg. Co., Day- 
ton 1, Ohio, to minimize the 
stretch, increase the flexure 
strength, and lengthen the life of 
“Thorobred” V-belts, to be dis- 
played at the Show. The rayon, 
which is of the continuous-fila- 
ment, high-tenacity type, is wov- 
en into strands and embedded 
in the neutral or strength section 
of the belts. Because rayon has 
great strength in small diameters, 
the belts can be made more com- 
pact without affecting their trans- 
mission capacity, and bending 
stresses are minimized. 








New Equipment Developed by Sheffield 
Booth 202 


The Sheffield Corporation, Day- 
ton 1, Ohio, is offering a new line 
of completely redesigned machines 
for chamfering, pointing, or burr- 
ing gear teeth and splines. Eight 
different models are available, one 
of which is shown in Fig. 1; six 
are built to use standard high- 
speed steel cutters, and two models 
use carbide cutters. All of these 
machines are available in either 
single-head or twin-head styles. 




























Two models are of the quick- 
change type for short runs, but 
they can also be used for produc- 
tion; the other six models are 
strictly production machines. 
Chamfering time has been reduced 
as much as 40 to 50 per cent, and 
cutter life increased threefold 
with an improved finish on the 
work. 

The new Micro-Form grinder, 
Fig. 2, is a precision machine de- 


directly 
Drawing 


Fig. 2. Micro-Form 
Grinder Made by the 
Sheffield Corpora- 
tion for the Accurate 
Grinding of Profiles 
from 


Fig. 1. New Sheffield 
Chamfering Machine 
which will Chamfer, 
Point, or Burr Gear 
Teeth and Splines 


signed to accurately finish-grind 
any desired profile within its 
range directly from the drawing. 
It is especially suited for grinding 
both circular and flat form tools, 
templets, profile gages, cams, dies, 
etc., from hardened materials, in- 
cluding tungsten carbide. The 
machine can be used reversely for 
making 50 to 1 lay-out drawings 
from parts with unknown profiles 
and for checking parts against 
lay-out drawings. 

The optical system of this 
grinder uses either contour or 
opaque projection with surface 
illumination, and 25 to l 
or 50 to 1 magnification. 
A prism incorporated in 
the optical system places 
the image in a natural po- 
sition relative to the work, 
so that confusing opposites 
in movement of work and 
projection are avoided. 
Remote movement of the 
wheel-head is accomplished 
hydraulically, allowing the 
operator to sit before the 
projection screen while op- 
erating conveniently placed 
micrometer wheels. The 
operator can see the work 
and wheel in natural colors 
amplified on the screen. 

The burnishing machine 
seen in Fig. 3 is designed 
to iron out irregularities in 
the tooth profile and to 
compress the surface metal, 
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EQUIPMENT AT SHOW 


Fig. 3. Sheffield Gear- 
tooth Burnishing Ma- 
chine for Correcting 
Any Distortion of Tooth 
Spacing after Hardening 


forming a denser and tougher 
structure of gear teeth. Gears are 
burnished after heat-treating to 
correct any distortion of tooth 
spacing occurring during the 


Ingersoll Vertical-Spindle Milling Machine 
Booth 58 


A vertical-spindle milling ma- 
chine with variable-voltage drive 
for spindle speed, feed, and rapid 
traverse, and with an all-electric 
transmission, will be exhibited by 


A New Vertical-spindle 
Milling Machine will be 
a Feature of the Inger- 
soll Exhibit. It is Pro- 
vided with Variable- 
voltage Drives and AIll- 
electric Transmission 
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hardening process. Burnishing 
also rolls down burrs caused by 
rough handling. The machine is 
hydraulically driven and_ rela- 
tively easy to operate. 


the Ingersoll Milling Machine Co., 
Rockford, Ill. This machine, which 
is a typical example of the spe- 
cialized machinery developed by 
the company, was designed for 


carbide milling on cast iron, steel 
forging billets, and on steel die- 
blocks. This machine has all the 
rigidity, power, and spindle speeds 
required for this type of work. 
In order to simplify the trans- 
mission of the large amount of 
power at the speeds at which the 
machine operates, an_ electrical 
transmission is’ utilized. This 
transmission eliminates consider- 
able weight and bulk that other- 
wise would be necessary were a 
mechanical transmission employed. 
Another feature are the controls, 
which have been simplified and 
concentrated in a pendent station. 
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Gallmeyer & Livingston Tool and 
Surface Grinders 


Booth 230 


Among the new machines to be 
seen at the Show will be a Grand 
Rapids  hydraulic-feed surface 
grinder, built around a _ special 
high column and equipped with a 
20-inch grinding wheel. This ma- 
chine, developed by the Gallmeyer 
& Livingston Co., 305 Straight 
St. S.W., Grand Rapids 4, Mich., 
makes possible the grinding of 
dies with guide or leader pins in 
position. 

The working surface of the 
table is 12 by 36 inches, and the 
longitudinal and transverse move- 
ments are sufficient to enable the 
operator to clear the entire work- 
ing surface of the table with 
the standard wheel. The capacity 
under the grinding wheel is 17 
inches, and the wheel-head has a 
vertical movement of 18 inches. 


A power-driven wheel-head with 
provisions for rapid travel is 
standard equipment. Separate mo- 
tors are furnished for driving the 
hydraulic mechanism and_ the 
grinding-wheel spindle, thus mak- 
ing it possible to eliminate the use 
of the idler jack in conjunction 
with the spindle drive and to pro- 
vide for two usable spindle speeds. 

In addition, a No. 80 hydraulic- 
feed universal and tool grinder 
will be on display. The hydraulic 
drive in this machine provides for 
an unlimited number of longitu- 
dinal table speeds, ranging from 
6 inches to 50 feet per minute. 
Work speeds of 80, 160, 260, and 
525 R.P.M. can be obtained. Auto- 
matic lubrication is provided, and 
prelubricated sealed ball bearings 
support the spindle. 


Fig. 1. New Grand Rap- 
ids Hydraulic-feed Sur- 
face Grinder to be Ex- 
hibited by Gallmeyer & 
Livingston Co. 


Sapphire Burnish- 
Sizing Tool 
Bapth 35-E 


A sapphire burnish-sizing tool, 
designed to bring powdered metal 
and other soft bearings back to 
shape and size after staking op- 
erations, will be shown by the 
Sapphire Products Division, Elgin 
National Watch Co., Aurora, IIl. 
The new sapphire tool imparts 
a burnished surface to the bore of 
the bearing without interfering 
with self-oiling properties. This 
tool is available in sizes from 
0.125 to 0.700 inch in diameter. 
The dense crystalline sapphire tool 
does not tear or seize the bearing 
surfaces. 

Among the other products to be 
exhibited by this company will be 
cutting and boring tools for plas- 
tics and soft metals, sapphire 
ball bearings, gages, wear strips, 
and diamond charged saws. 


Fig. 2. Gallmeyer & 
Livingston Hydraulic- 
feed Universal and Tool 
Grinder with Infinitely 
Variable Table Speeds 
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“Rapiduction” Auto- 
matic-cycle Lathe to 
be Exhibited at the 
Machine Tool Show by 
the Oster Mfg. Co. 


Oster Lathes and T. hreading Machines 
Booth 634 


A new “Rapiduction” automatic- 
cycle lathe for forming, facing, 
and other cross-feed operations 
will be seen at the exhibit of the 
Oster Mfg. Co., 2073 E. 61st St., 
Cleveland 3, Ohio. This machine 
has a swing over the cross-slide 
of 8 inches and a chucking capa- 
city of 1 1/2 inches. 

Hydraulically operated cross- 
slide, solenoid-controlled valves 
and other control features provide 
an automatic cycle of fast ap- 
proach, feed, dwell, fast retrac- 
tion, and stop. The automatic 
cycle of cross-slide operations can 
be arranged for feed in one direc- 
tion only or in two directions, as 
required. For set-up purposes, 
manual control is provided. 

Regular equipment includes a 
hydraulically operated, draw-back 
collet chuck with master collet, 


Smith & Mills Crank 
Shaper with an Im- 
proved Ram that Elimi- 
nates the Driving Slot 
Arrangement 
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hydraulically operated cross-slide 
with one or two directional cycle; 
motor-driven hydraulic pump and 
controls; a four-speed motor of 
the constant-torque type; semi- 
magnetic speed control; and a 
coolant pump with individual mo- 
tor drive. 

Other Oster machines, including 
the No. 601 “Rapiduction” turret 
lathe and six types of pipe and 
bolt threading machines, will be 
exhibited. 


Smith & Mills Shapers 
Booth 665 


The Smith & Mills Co., 2889 
Spring Grove Ave., Cincinnati 25, 
Ohio, has recently developed an 
improved ram for its line of 12-, 











16-, 20-, 25-, 28-, 
crank shapers. The new ram 
eliminates the driving slot ar- 
rangement formerly necessary for 
the ram-position locking stud. 
Elimination of the slot adds to the 
strength of the ram without in- 
creasing its weight. The improved 
ram also incorporates a self-lock- 
ing ram-position feature. 

The thrust of the cut is taken 
on a large-diameter ram adjusting 
screw, mounted in anti-friction 
thrust bearings. An automatic 
compensating couble nut is used 
to prevent backlash between the 
serew and the ram-carrier. This 
nut furnishes sufficient friction to 
prevent the adjustment from 
changing under the heaviest cuts. 
To position the ram, it is only 
necessary to rotate a conveniently 
located shaft. Adjustment can be 
made either while the machine is 
in operation or at rest. It is not 


and 32-inch 


necessary to hand-lock the ram- 
carrier after adjustment. 
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National Acme Exhibits New Bar Automatics 
and Other Tools 
Booth 628 


The new bar automatics to be 
shown by the National Acme Co., 
170 E. 131st St., Cleveland 8, Ohio, 
have been designed to achieve 
higher output, greater precision, 
and improved operating conven- 
ience. Among the features of the 
1 1/4-inch model RB Acme-Gridley 
six-spindle bar automatic (Fig. 1) 
are the following: 

The box type rigid frame and 
heavier machine construction re- 
sists the vibration imposed by 
stronger tools operating at faster 
feeds and speeds. Broader use of 
attachments has made possible the 
performance of operations previ- 
ously done on secondary equip- 
ment. Operating conveniences, 
such as increased area of the tool- 
ing zone, reduction in machine 
set-up and change-over time, in- 
terchangeable feed and_ speed 
gears, automatic chip conveyor 
disposal, and automatic devices 
for visual control are included. 

The lower forming side slides 
are operated directly by drums 
and cams through rolls. These 
slides can be adjusted by one gib, 
and can be made of any width re- 
quired to accommodate tools. The 
space between the headstock and 
gear-box has been lengthened to 


Fig. 1. 


Acme-Gridley 





Fig. 2. Improved Chronolog 
Made by National Acme Co. 


accommodate longer work, permit 
easier set-up, and allow more chip 
space and additional tools and at- 
tachments. In the top section and 
intermediate slides, control drums 
and cams are located directly be- 
hind the slides. Each slide is in- 
dependently cammed for faster 
production and longer tool life. 

A new type threading attach- 
ment employs an adjustable lever 
for independent control of move- 
ment of the die slide, and is 
equipped with a follow-up cam for 


Six-spindle Auto- 


matic Having a 1 1/4-inch Bar Capacity 
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different thread pitches. The drive 
mechanism has been made uni- 
versal, so that practically any at- 
tachment can be applied to the 


machine. A cam dial indicator 
enables the operator to tell the 
exact location of the cams operat- 
ing the tool-slides, the position of 
the stop-stock mechanism, and the 
lock-bolt and index arm move- 
ments for the spindle carrier. A 
power wattmeter registers the 
horsepower consumption for dif- 
ferent set-ups. 

The improved type Chronolog 
(Fig. 2) provides a simple accurate 
method of recording the ‘number 
of pieces produced and the dura- 





Fig. 3. Circular “Vers-O-Tool” 
with Adjustable-blade Chasers 


tion of machine “down time.” 
With this system of control, the 
number of non-productive em- 
ployes can be reduced and inform- 
ation can be obtained for estab- 
lishing production standards, ar- 
riving at accurate costs, and con- 
trolling scheduling. 
Adjustable-blade chasers can 
now be used in standard ‘“‘Vers-O- 
Tool” heads, such as the one 
shown in Fig. 3. The chasers are 
moved ahead after each grind, so 
that the cutting edges are always 
in their proper cutting position. 
This provides chaser adjustment 
to suit various materials by chang- 
ing the grind and setting only. 
Two sizes of blade holders and 
seventeen sizes of blocks cover the 
complete range of standard “Vers- 
O-Tool” heads from 3/8 inch to 
1 5/8 inches. 
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‘Men Responsible for Results 
in the Machine Tool Using Industries 


Roy L. Congdon, Superintendent, C. A. Sharpe, Vice-President, M. J. Lesko, Plant Manager, Re- 
Machinery, Craig Shipbuilding Manufacturing, Gar Wood In- public Aircraft Products Division, 
Co., Long Beach, Calif. dustries, Inc., Wayne, Mich. Avco Mfg. Corp., Detroit, Mich. 


J. E. Faust, Master Mechanic, Lyle P. Ellis, General Superin- Rear Admiral T. D. Ruddock, U. S. 
Hercules Motors Corporation, tendent, Manning, Maxwell & Navy, Superintendent, U. S. Naval 
Canton, Ohio Moore, Inc., Bridgeport, Conn. Gun Factory, Washington, D. C. 


Leland A. Brown, Vice-President, Louis H. Young, Vice-President, O. V. Badgley, Vice-Pres., General 
Manufacturing, Landers, Frary & Manufacturing, Gillette Safety Motors Corp. and Gen. Manager, 
Clark, New Britain, Conn. Razor Co., Boston, Mass. Delco-Remy: Div., Anderson, Ind. 





"Men Responsible for Results 
in the Machine Tool Using Industries 


R. M. Fullerton, Mgr. of Mfg., G. M. Salzman, Executive Vice- Harold Jeter, Manufacturing Man- 
Sturtevant Div., Westinghouse Pres. and Factory Manager, Mon- ager, Peoria Division of R. G. 
Electric Corp., Hyde Park, Mass. mouth Products Co., Cleveland LeTourneau, Inc., Peoria, Ill. 


E. P. Stein, Factory Super- Corwin Lamoreaux, Master Me- August Trauth, General Superin- 
intendent, Bastian Blessing chanic, Richards-Wilcox Manu- tendent, S&S Corrugated Paper 
Co., Chicago, Ill. facturing Co., Aurora, Ill. Machinery Co., Brooklyn, N. Y. 
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Joseph O. Bluhm, Chief, Instrument Erle Martin, General Manager, Hugo A. Weissbrodt, Works Man- 
Division, Frankford Arsenal, Phila- Hamilton Standard Propellers, ager, Fort Wayne Works, Inter- 
delphia, Pa. East Hartford, Conn. national Harvester Co. 











WACHINE TOOL SHOW 


Fig. 1. Cleveland “Dial- 
matic” 2 1/2-inch Single- 
spindle Automatic Tur- 
ret Machine with Elec- 
tric Tool Feed Drive 


Cleveland Automatic Turret Machine and 
Die-Casting Machine 
Booth 510 


A new Cleveland 2 1/2-inch sin- 
gle-spindle automatic turret ma- 
chine (Fig. 1), known as the 
“Dialmatic” Model AB, will be 
exhibited by the Cleveland Auto- 
matic Machine Co., 4936 Beech 
St., Cincinnati 12, Ohio. The 
“Dialmatic” feature is an electric 
tool feed drive which makes inde- 
pendent, infinitely variable for- 
ward and return tool feeds pos- 
sible, without cam changes, for 
each of the five tool positions in 
the turret-head. 

When spindle speeds have been 
set, and the desired rate of feed 
determined, the operator simply 
refers to a conveniently located 
feed chart to determine the cor- 
rect dial setting for the control 
panel. The rotary selector switch 
automatically cuts in the proper 
rheostat for each tool position, and 
the speed of the direct-current mo- 
tor is automatically changed to 


Fig. 2. High-pressure 
Hydraulic Die-casting 
Machine to be Shown 
by the Cleveland Auto- 
matic Machine Co. 


provide the pre-selected feed. The 
feed rate can be changed for any 
tool while it is cutting. 

It is possible to quickly remove 
the feed-tube member from the 
spindle and substitute a chuck and 
air cylinder with pull-rod. On the 
spindle nose, provision has been 
made for removing the collet and 
substituting a three-jaw chuck. A 
hopper type magazine can be fur- 
nished for automatic loading. 

An independent overhead slide 
is furnished for cutting-off oper- 
ations, allowing the front and rear 
cross-slides to be used for rough- 
and finish-forming. Four auto- 
matic spindle speeds (forward 
and reverse) are available, with 
a total of 112 spindle speed selec- 
tions ranging from 24 to 1£&20 
R.P.M. Indexing of the turret is 
accomplished by the use of a four- 
slot Geneva indexing mechanism. 

The second new Cleveland ma- 
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chine to be exhibited is the Model 
200 high-pressure hydraulic die- 
casting machine (Fig. 2). This 
machine is capable of locking dies 
with high pressure to produce 
castings with a minimum of flash. 
Among the features of this ma- 
chine are automatic timing, com- 
bined with selective manual con- 
trols; a large die area and plates; 
wide spacing between tie-bar cen- 
ters; and hydraulic controls for 
ejection and core pulling. 


Stuart Centerlube 


Booth 317-L 


A feature of the exhibit of the 
D. A. Stuart Oil Co., Ltd., 2739 S. 
Troy St., Chicago 23, Ill., will be 
its center-point lubricant for use 
or lathes, milling machines, 
grinding machines, steadyrests, 
ard other machine tools that carry 
a heavy load on a small area. This 
lubricant, known as “Centerlube,” 
possesses an unusually high load- 
carrying capacity, and prevents 
galling or burning of centers. 
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Morton Keyway Cutter and Slotter 
Booth 120 


A hydraulically driven keyway 
cutter and slotting machine that 
is capable of cutting tapers up to 
1/2 inch per foot forward and 
1 inch per foot backward will be 
demonstrated by the Morton Mfg. 
Co., Muskegon Heights, Mich. 

One of the chief advantages of 
this machine is that the work re- 
mains stationary at all times. 
Taper keyways in straight bores 
or straight keyways in taper 
bores are obtained without any 
special provision for tilting the 


work. The depth of cut of the 
keyway can be quickly set or can 
be varied during the operation 
without releasing the work. 

Automatic feeds ranging from 
0.001 to 0.020 inch per stroke are 
available. The cutting speed range 
is 10 to 25 feet per minute, and 
the quick return speed 75 feet per 
minute. Automatic relief of the 
cutter bar on its return stroke is 
provided. The floor space _ re- 
quired is about 3 feet wide by 
8 feet long. 


Mattison Surface Grinders and Sheet 
Grinding Machines 
Booth 46 


An improved surface grinder 
for heavy-duty, high-precision 
work, built by the Mattison Ma- 
chine Works, Rockford, IIl., will 
be seen in operation at the Show. 
Hydraulic drives are applied to 





both the table and the traverse 
feed of the grinding wheel, and 
all controls are centrally located. 
The grinding spindle lubricating 
system is entirely independent of 
the rest of the machine, having 





LATEST PRODUCTION 


Hydraulic Keyway Cut- 

ter and Slotting Machine 

to be Exhibited by the 
Morton Mfg. Co. 


its own pump, motor, and oil res- 
ervoir built into the housing of 
the wheel-slide. 

Besides handling ordinary flat 
work, this machine can be used 
for finishing large castings weigh- 
ing up to 5 tons; or it can be 
adapted for shoulder and edge 
work and for V-type and flat ways 
or contours. Owing to the rigidity 
of the spindle mounting, it is said 
that interrupted surfaces are held 
to closer limits of accuracy than 
usually can be obtained. 

A wide range of sizes is offered, 
tables being available from 12 to 
36 inches wide and from 36 to 192 
inches long. The wheel-head can 
be adjusted vertically to allow 
from 16 to 24 inches (depending 
on the machine size) between the 
wheel and the table. Larger table 
sizes and additional wheel-head 
capacity can be provided if de- 
sired. All motors are totally en- 
closed and protected against oil, 
water, and metal dust. A Matti- 
son wide-belt sheet grinding and 
polishing machine will also be 
seen in operation. 


Improved Precision 

Surface Grinder with 

Hydraulic Feed Built 

by Mattison Machine 
Works 
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Fig. 1. Arter Automatic 
Cylindrical Grinder for 
Finishing Cylindrical 
or Tapered Surfaces 





Arter Cylindrical and Rotary Surface Grinders 
Booth 31 


The automatic cylindrical 
grinder shown in Fig. 1 was de- 
veloped by the Arter Grinding 
Machine Co., Worcester 5, Mass., 
for grinding cylindrical or tap- 
ered surfaces on work that can be 
held on centers. Either straight- 
in or plunge-cut feed methods can 
be used. The work is loaded into 
a turret having a number of holes. 
As the turret indexes to the grind- 
ing position, the two live centers, 
or collets, automatically pick up 
and drive the work. A section of 
the turret is cut away so that the 
wheel, which moves automatically, 
can contact the work and grind it 
to size. Successive indexing move- 
ments bring the work to a chute, 
onto which it is automatically 
discharged. The turret is indexed 
by a hydraulic gear motor, and 
has independent manual control. 

The wheel-spindle is eccentric- 
ally mounted in a quill, the grind- 
ing movement being obtained by 


Fig. 2. Hydraulic Rotary 
Surface Grinder to be 
Exhibited at the Show 
by the Arter Grinding 
Machine Co. 
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rocking the quill. The wheel-head 
can be swung slightly for grind- 
ing tapered surfaces. Two large 
dials indicate movements repre- 
senting 0.0001 and 0.001 inch of 
diametral reduction of the work. 
The wheel-spindle can be oscillated 
slightly within its bearings, the 
rear bearing housing moving with 
the spindle. The head and tailstock 
are driven by a pair of direct- 
current motors, permitting the 
selection of exactly the right 
speed for the diameter of work 
being ground. The work is re- 
volved by frictional force, created 
by end pressure of the centers on 
the work. 

Hydraulic movements are syn- 
chronized and controlled from a 
valve-operated camshaft. Knobs 
are provided to permit independ- 
ent operation of each valve in set- 
ting up a job. The grinding cycle 
is determined by the particular 
pick-off gears used. This cycle, in 





terms of productive rates, ranges 
from 240 to 840 per hour. 

The Model B rotary surface 
grinder, which is built in 20-, 24-, 
30-, and 40-inch sizes, is shown in 
Fig. 2. The wheel-slide is moved 
by a piston, the chuck is driven 
by a hydraulic motor, and hy- 
draulic means are employed for 
the automatic, power work-table 
elevating feed. The work-table 
can be tilted up or down on trun- 
nions when grinding conical sur- 
faces. A handwheel tilts the table 
and a fine-pitch screw with an 
indicator disk provides means for 
quickly determining the flat or 
tilted position of the chuck. Power 
feed of the handwheel can be made 
in increments of 0.0001 inch. 

Control of wheel-slide traverse 
is in a combination starting, stop- 
ping, and reversing valve of the 
balanced piston type. The stand- 


ard work-table has a built-in mag- 
netic chuck. Work 8 inches thick 
can be ground on the 20-, 24-, and 
30-inch machines; and work 6 
inches thick can be handled on the 
40-inch machine. 








[POTTER & JOHNSTON 
USA 


PATENTED 


Potter & Johnston Turret Lathes 
Booth 43 


Standard and high-speed 3U 
Speed-F lex ‘automatic turret lathes 
built by the Potter & Johnston 
Machine Co., Pawtucket, R. L., 
will be seen in operation at the 
Show. The machine illustrated 
has been developed for machining 
castings and forgings up to 6 
inches in diameter. It is regularly 
furnished with spindle speeds 
ranging from 73 to 1445 R.P.M., 
but dual speed ranges of 36 to 711 
R.P.M. and 73 to 1445 R.P.M. can 
be provided. Turret-slide and 
cross-slide feeds range from 0.0023 
to 0.0684 inch, or from 0.0042 to 
0.125 inch per spindle revolution. 

Adjustment of the spindle in 
the headstock provides for vary- 
ing the minimum distance between 
the spindle nose and the various 
turret faces. Four automatic 
changes of spindle speed are ob- 
tainable for each set of hand 


pick-off gears, and three auto- 
matic changes of feed can be 
similarly secured. Multiple-disk 
clutches for speed and feed changes 
are engaged and disengaged by a 
dog on the control drum and 
electro-pneumatic control. 

The cross-slides of the machine 
act either independently or simul- 
taneously in conjunction with se- 
lected turret faces, and can oper- 
ate with all six turret faces. The 
iurret is automatically clamped in 


Potter & Johnston Mod- 
el 3U Speed-Flex Auto- 
matic Turret Lathe for 
Machining Castings 
and Forgings up to 
6 Inches in Diameter 


position after indexing. The tur- 
ret-slide is actuated by a face cam, 
and is provided with a cam-actu- 
ated plunger for the operation of 
vertical and horizontal slide tools. 
Provision has been made for an 
overhead piloting arrangement, 
and taper boring attachments, 
turning attachments, and other 
tool equipment are available. 

The high-speed model is a dupli- 
cate of the small size turret lathe, 
except that the full speed range 
is from 104 to 2068 R.P.M., which 
is obtainable through six sets of 
pick-off gears and four automatic 
speed changes. 


New Grinding Machines Added to Line of 


Thompson Grinder Co. 
Booth 114 


A new machine made by the 
Thompson Grinder Co., Spring- 


field, Ohio, to eliminate the tedious 
and expensive job of hand-scrap- 


ing machine tool dovetail way 
bearings is shown in Fig. 1. The 
machine has a capacity for a 12- 
by 48-inch dovetail slide. Size is 









Fig. 1. Thompson Dove- 

tail Way Grinding Ma- 

chine that Eliminates 
Hand-scraping 
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controlled by means of electric 
diamond dressing devices. The 
machine is so arranged that both 
sides of the dovetail bearing can 
be ground simultaneously, to a 
predetermined dimension. 

The latest design Truforming 
(crushed wheel grinding) ma- 
chine, arranged with thread-roll 
die-grinding fixture, is shown in 
Fig. 2. This Type C 16- by 16- by 
36-inch grinder is equipped with 
a 20-inch diameter by 6-inch face 
wheel, driven by a 30-H.P. motor. 
When the dies are worn, they can 
be reground without any other 
processing. Production grinding 
of intricate contours, such as flat 
form tools, serrated milling cut- 
ters, tangent type thread chasers, 
and many other precision forms, 
can be performed on the Type 
B 12- by 11- by 36-inch Truform- 
ing grinder. Automatic wheel 
crushing, and the regrinding and 
reproduction of crushing rolls, as 
well as automatic size control, are 
features incorporated in these 
machines. 

Equipped with a precision 
spindle driven by a 40-H.P. mo- 
tor, the hydraulic surface grinder 
seen in Fig. 3 is capable of heavy 
stock removal on large areas, pro- 
ducing the high degree of finish 
and accuracy necessary for grind- 
ing machine tool bearing surfaces. 
All the ways of this heavy-duty 
Type CX 36- by 48- by 120-inch 
machine are completely covered. 
Automatic lubrication is provided 
for all the important bearing sur- 
faces. 

The Type F 6- by 10- by 18- 
inch hydraulic surface grinder 
(Fig. 4) incorporates a new prin- 
ciple of applying coolant to the 
grinding wheel. All of the cool- 
ant is applied through the grind- 
ing wheel, making it possible to 
grind exceptionally thin sections 
without burning or warping the 
work. Very fine finishes are ob- 
tained to extremely close dimen- 
sions. In grinding blanking dies 
and other metal cutting or shear- 
ing tools, no amorphous metal is 
present after grinding, thus in- 
creasing the life of the tool be- 
tween grinds. 
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Fig. 2. (Above) Tru- 
forming Grinder with 
Thread-roll Die-grind- 
ing Fixture, Made by 
Thompson Grinder Co. 


Fig. 3. (Below) Thomp- 

son Heavy-duty Hydrau- 

lic Surface Grinder Hav- 

ing a 40-H.P. Spindle 
Motor 


Fig. 4. (Right) Thomp- 

son Hydraulic Surface 

Grinder in which All 

the Coolant is Applied 

through the _ Grinding 
Wheel 











TO BE SEEN 


Fosdick Drilling Machines and Jig Borers 
Booth 15 


Sensitive radial drills in 3- and 
4-foot sizes, designed for handling 
small work, are new developments 
of the Fosdick Machine Tool Co., 
Cincinnati 23, Ohio. In contrast 
to conventional designs, the arm 
of these machines is fixed in 
height, and the table moves up 
and down on the column. Both 
the arm and table can be swung a 
full 360 degrees around the col- 
umn. This design enables the 
table to be placed in the proper 
position for any job, and should 
the work be large, the table can 
be swung back of the machine and 
the work placed on the base. 

The column is of one-piece con- 
struction, and is 12 inches in di- 
ameter at the bottom and 8 1/2 
inches in diameter at the top. The 
table, mounted on the column, is 
raised and lowered by hand or 
power. When power is used, the 
control for the motor is inter- 
locked with the mechanism for 
clamping and unclamping the 
table. A key is fitted into the col- 
umn to insure that the table is 
raised perpendicularly to the base. 

Nine speeds and four feeds are 
obtainable, the speeds varying 
from 60 to 3500 R.P.M. in the 
ratio of 20 to 1. A serrated feed 
clutch, rapid traverse, two-speed 
ratchet handle for manual feed, 


Fig. 1. One of a New Line of 3- 
and 4-foot Radial Drills Made 
by Fosdick Machine Tool Co. 


and semi-automatic tapping con- 
trol are provided. 

In addition to these machines, 
the company will show jig borers 
of improved design. Rapid power 
traverse of the table and slide in 
these machines is accomplished by 
a mechanism so designed that it 
is impossible to damage the meas- 
uring rods or the dial indicator; 
electric disconnect switches are 
connected to the control lever in 
order to interrupt the power to 
the traverse motor. A new type 
of indicator bracket and central- 
ized and simplified controls for 
the nine speeds and eight feeds 
are among the improved features. 
One of the new machines is shown 
in Fig. 2. 

Other new and improved ma- 
chines to be exhibited include a 
simplified upright drill with 
speeds of from 37 to 600 R.P.M. 
cr from 100 to 1600 R.P.M. and 
feeds from 0.002 to 0.010 inch or 
from 0.004 to 0.020 inch, which 
can be equipped with a jig borer 
table for both drilling and boring 
(Fig. 3); a new light line of ra- 
dial drills with columns 11 inches 
in diameter and a radial arm 38, 
4, or 5 feet in length, having a 
motor-actuated arm, electric 
clamping, and a wide range of 
feeds and speeds; and a standard 


Fig. 2. Jig Borer with Rapid 
Power Traverse of Table and 
Slide, and Simplified Controls 


17 THE 





SHOW 


line of hydraulically controlled 
radial drills with columns from 
13 to 19 inches in diameter, a 
clamping mechanism that is inter- 
locked with the engaging of the 
feed clutch lever, and an auto- 
matic tool ejecting device. 

A single-purpose sensitive drill 
capable of drilling up to 1 1/2 
inches in cast iron, and a heavy- 
duty, round-table drilling ma- 
chine also will be exhibited. 


Greenlee Drilling and 
Boring Unit 


Booth 53 
Greenlee Bros. & Co., 1868 
Mason Ave., Rockford, Ill. will 


exhibit a new compact hydraulic 
way type unit capable of handling 
a wide range of special drilling 
and boring operations. The out- 
standing feature of the unit is 
compactness of design. The com- 
pactness is accomplished by de- 
signing the ways with an over-all 
width of only 7 inches and by 
using a new Vickers hydraulic 
pump and control panel. The unit 
is driven by a single motor rang- 
ing from 2 to 5 H.P., and can be 
furnished with strokes from 18 
to 30 inches without the use of 
auxiliary equipment. Functions 
include rapid approach, variable 
feed, delayed dwell, and a rapid 
return to the starting position. 


Fig. 3. Fosdick Upright Drill 
that can be Equipped with a 
Jig Borer Table 














Men Responsible for Results 
in the Machine Tool Using Industries 


J. A. Hansen, Manufacturing Di- W. H. Schmid, Supervisor of Clarence Dunlop, Works Manager, 
vision Manager, Firestone Steel Equipment Procurement, Bendix Burroughs Adding Machine Co., 


Products Co., Akron, Ohio Products Div., South Bend, Ind. Detroit, Mich. 


R. O. Bullard, Engrg. and Mfg. Man- Col. Burton O. Lewis, Commanding Paul Kohler, Works Manager of 
ager, Metallurgical Div., General Officer, Ordnance Dept., Detroit the Toledo Scale Co., Toledo, 
Electric Co., Pittsfield, Mass. Arsenal, Center Line, Mich. Ohio 


A. R. Fors, Vice-President, Denald S. Sammis, Vice-Pres- Chas. W. Leguillon, Manager of 
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Chrysler Corp., Dayton, Ohio Hartford, Conn. c B. F. Goodrich Co., Akron, Ohio 





“Men Responsible for Results 
in the Machine Tool Using Industries 


Wm. F. Pioch, Director of Pro- A. C. Ross, Works Manager, W. A. Ruhl, Works Manager, 
duction Engineering, Rouge Plant, Worthington Pump & Machinery Universal Winding Co., Provi- 
Ford Motor Co., Dearborn, Mich. Corporation, Buffalo, N. Y. dence, R. I. 


W. F. Knebusch, Works Man- T. C. Downey, Works Manager, H. R. McDermott, Vice-President 
ager, Harris-Seybold Co., Cleve- Oldsmobile Div., General Motors and Chief Engineer, Construction 
land, Ohio Corporation, Lansing, Mich. Machinery Co., Waterloo, lowa 


Milton L. Gearing, General Man- J. A. Anderson, Works Manager, Paul L. Faulkner, Plant Super- 
ager, New Departure Div., General AC Spark Plug Division, General intendent, Kingston Products 
Motors Corp., Meriden, Conn. : Motors Corporation, Flint, Mich. Corporation, Kokomo, Ind. 




















Fig. 1. (Left) Oliver 20-inch 
Tool-bit Grinder with Sepa- 
rate Templet Grinding Wheel 


Fig. 2. (Right) Oliver Smaller 

Size Tool Grinder for Grind- 

ing or Polishing Single-point 
Tools 


Oliver Templet Tool-Bit Grinders 
Booth 435 


The Oliver Instrument Co., 
Adrian, Mich., has designed two 
tool-bit grinders for templet-con- 
trolled grinding of single-point 
tools, which will be on display at 
the Machine Tool Show. The 
larger machine, shown in Fig. 1, 
has a 20-inch grinding wheel with 
a 2-inch face, the grinding being 
done on the periphery of the 
wheel; a smaller wheel, driven by 
a separate motor, is built into the 
machine for making the templet. 
The salient feature of this ma- 
chine is the tool-holder, which 
consists of an iron frame sup- 
ported at the lower end by a 
heavy ball and socket joint and 
having a templet that is a double- 
sized replica of the tool point at 
its upper end. Midway between 
the templet and ball joint is a 
mortice, in which the tool is in- 
serted; a setting gage permits the 
tool to be inserted so that the cor- 
rect amount of metal is removed. 

On the wheel guard are a ball 
joint and a straightedge, so ar- 
ranged that when the tool-holder 
is placed in the working position, 
the tool will contact the wheel and 
the surplus material be ground off 
until the templet touches the 
straightedge. Once the templet is 
made and the tool inserted in the 
holder, no other adjustments or 
settings are required. 

This machine will grind tools up 
to 1 1/2 inches wide by 1 3/4 
inches high with from 0 to 20 
degrees clearance. Special shapes, 
odd sizes, and various combina- 
tions of clearances can be ground 
in special tool-holders or adapters. 


The second machine, illustrated 
in Fig. 2, is equipped with a 10- 
by 1 1/2-inch cup-wheel of the 
high-speed, silicon-carbide or dia- 
mond type. It was designed for 
finish-grinding and diamond-pol- 
ishing turning tools and planer 













and shaper tools. Only convex 
forms or shapes can be ground. 
The tool is held in a fixture that 
is manually operated, but guided 
by a templet. The 10-inch templet 
grinder will grind tools up to 1 
inch wide by 1 3/4 inches high 
with from 0 to 20 degrees clear- 
ance. All angles and radii of the 
form can be ground with one set- 
ting and in one operation. 


Hall “‘Planatester’’ for Determining 
Toughness of Steels 
Booth 409 


An instrument called the “Plana- 
tester,” for determining the tough- 
ness of hardened steeis, will be ex- 
hibited by the Hall Planetary Co., 
Fox St. and Abbotsford Ave., 





Philadelphia 29, Pa. It is designed 
principally for high-speed steel 
cutting tools, and is intended to 
be used in conjunction with a 
hardness testing machine. The 
high-speed steel cutting tools are 
tested after they have been hard- 
ened and before finish-grinding. 
Tools not coming up to the tough- 
ness standard can thus be cor- 
rected before they are finish- 
ground. A semicircular punch is 
used to shear a small segment of 
metal out of the tool to be tested, 
and the appearance of the sheared 
surface plus the pressure required 
to shear determines the toughness 
of the tool. 


Hall “Planatester” for 
Determining Toughness 
of Hardened Steels 
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Fig. 1. Norton 8- by 24-inch Surface Grinder 
Equipped with Automatic Hydraulic Cross-feed 


New Grinders to be Shown by the 
Norton Company 


Booth 5 


The Norton Co., Worcester 6, 
Mass., will demonstrate a number 
of new developments in grinding 
machines. The 8- by 24-inch hy- 
draulic surface grinder shown in 
Fig. 1 is arranged with horizontal 
spindle, hydraulic and hand table 
traverse, and automatic hydraulic 
cross-feed. The cross-feed can be 
operated with the work-table sta- 


Fig. 3. Type CTU 10-inch 


Grinder to be Exhibited by the Norton Co. 


tionary to permit wheel truing. 
Both table traverse and cross feed 
handwheels automatically disen- 
gage during hydraulic operation. 

A feature of the No. 20 cutter 
and tool grinder (Fig. 2) is the 
wheel-head, which can be tilted up 
to 15 degrees each side of the 
horizontal. It can also be swiveled 
through 360 degrees. The table 


Cylindriccl 


Fig. 2. Cutter and Tool 
the Wheel-head can be Tilted and Swiveled 





Grinder in which 


is supported on a long row of 
steel balls. 

Operating convenience, simpli- 
city of controls and adjustments, 
accuracy of sizing, and accessi- 
bility of mechanisms are design 
features of the new 6- and 10-inch 
Type CTU ceylindrical grinding 
machines. The 6-inch grinder is 
made in two lengths, taking 18 
and 30 inches between centers. 
The 10-inch machine (Fig. 3) is 
available in six lengths, with dis- 
tances between centers ranging 
from 18 to 120 inches. Hydraulic 
power table traverse with auto- 


Fig. 4. “Seal-O-Lap” Lapping Machine for 
Finishing Parts up to 7 


Inches in Diameter 
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matic wheel feed, and adjustable 
table dwell control at each table 
reversal, are features of all ma- 
chines. For extremely close toler- 
ances, an automatic sizing device 
known as the ‘“Nortonizer” is 
available. 

The ‘Seal-O-Lap” lapping ma- 
chine shown in Fig. 4 is capable 
of taking work up to 7 inches in 
diameter. It is arranged with an 
oscillating, rotating single work- 
drive spindle and a rotating lower 
lap-drive spindle. A wet lapping 
attachment can be supplied. The 
lap is mounted on a_ spring- 
loaded vertical spindle. The work- 
spindle is carried in a sliding quill, 
and through an adjustment fea- 
ture on the over-arm, can be ac- 
curately aligned perpendicular to 
the lap face. The over-arm is 
oscillated by an independent ver- 
tical reductor. The upper spindle 
quill is raised by a capstan head 
for loading. The work is friction- 
ally driven and is slowly oscillated 
and rotated across the lap face. 

The No. 2  Bura-Way tool 
grinder (Fig. 5) is designed for 
grinding convex single-point tools. 
Model or master tools can be made 
by using the protractor and angle- 
setting attachments. Templets are 
made from these master tools by 
the use of a calibrating block and 
templet grinding step block. The 
universal tool bit holder can be 
rolled and tipped to an angle and 
is arranged so that the tool can 
be fed toward the wheel in incre- 
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ments of thousandths of an inch. 
Relief angles up to 15 degrees, 
side rake angles (positive or 
negative) up to 30 degrees, and 
back rake angles (positive or 
negative) up to 25 degrees can be 
ground. 

The No. 12 Simplex surface 
finishing machine (Fig. 6) has a 
capacity for work ranging from 
1/2 inch to 2 1/2 inches in diam- 
eter, with lengths up to 12 inches. 
The machine can be equipped to 
finish several bearings simultane- 
cusly by supplying the required 
number of lapping arms. The lap- 
ping arms are operated automati- 
cally with a positive toggle type 
shoe clamping device. The machine 
is pneumatically actuated, and is 
provided with a control valve that 
automatically governs the loading 
and unloading cycle. The time 
cycle for actual finishing is con- 
trolled by an adjustable timer. 

The No. 2 Cam-O-Matic is an 
automatic, hydraulic cam-contour 
grinder. The operating cycle is 
completely automatic, including 
the grinding of all contours, the 
indexing of work-table and master 
cam roller, and the truing of the 
grinding wheel. Three sizes are 
available, with distances between 
centers of 26, 30, and 40 inches 
and a 5-inch diameter swing. The 
V-belt work drive is designed to 
provide a smooth, gradual auto- 
matic work speed reduction that 
insures fine finishes. An auto- 
matic wheel-truing device com- 


Fig. 5. (Left) Bura-Way 
Tool Grinder for Convex 
Single-point Tools 


Fig. 6. (Right) Pneumati- 
cally Operated Sim- 
plex Surface Finishing 
Machine 


Septem ber, 1947—2083 


pensates for the diamond feed, 
wnlie a micrometric adjustment 
regulates diamond wear. 

The No. 16 FC universal lapping 
machine has a capacity for flat 
work up to 3 inches thick by 4 
inches long, and for cylindrical 
work 1 inch in diameter by 5 
inches long. Two cast-iron laps 
are employed. The upper lap ro- 
tates in contact with the lower one. 
The surfaces of the laps can thus 
be dressed without removing them 
from the machine. The upper lap 
is free to float and adjust itself to 
the work. The lower one can be 
rotated or used in a stationary 
position. The work-holder drive- 
shaft imparts the motion neces- 
sary for either flat or cylindrical 
lapping. The work-holders are not 
positively driven, but serve to 
guide the work as it rolls between 
the lap faces in a non-radial path. 
A rotating eccentric guide pin 
causes the work-holder to gyrate 
and impart a sliding motion to 
the work as it rolls. 

A new 10- by 20-inch universal 
grinding machine is designed for 
miscellaneous general production 
or tcol-room work. Interchange- 
ability of belts in the wheel-head 
permits mounting a _ cylindrical 
grinding wheel on either end of 
the work-spindle. Rotation of the 
wheel-head through 360 degrees 
is provided. Special truing speed, 
picker feed, and dwell control are 
features. Headstock speed changes 
are obtained electronically. 























Rockford Hy-Draulic Planers, Shapers, 
and Slotters 
Booth 526 


The bed, table, and column mem- 
bers of the Hy-Draulic double- 
housing and open-side planers to 
be introduced at the Show by the 
Rockford Machine Tool Co., Rock- 
ford, Ill., have been completely re- 
designed to provide heavier cross- 
sections so as to insure rigidity 
under all working conditions. The 
planers are available in four sizes, 
each of which has six maximum 
lengths of stroke, from 10 to 20 
feet. An open-side planer of this 
design is shown in Fig. 1. 

The new ram _ type shaper 
(Fig. 2) and more 
rigid than designs. 


is heavier 
previous 


Added strength has been pro- 
vided by increasing the cross- 
section of the rail and _ table. 
Heavier cuts can now be taken 
without affecting the parallelism 
between the stroke of the ram and 
the established horizontal plane of 
the work surface. The shapers 
are built in six sizes with strokes 
ranging from 12 to 28 inches. 
Improvements have also been 
made in the hydraulic circuit. The 
Hy-Draulic drive permits cutting 
a keyway 1/2 inch in length where 
a clearance of only 0.008 inch is 
allowed at the blind shoulder at 
each end of the work. 

























The column and rail of the new 
36-inch open-side shaper have been 
redesigned to provide increased 
rigidity. Power rail elevation is 
available as extra equipment. 
Controls are in duplicate, mounted 
on each side of the bed. Safety 
devices incorporated in the stop 
and start lever assemblies prevent 
accidental starting of the table. 

By means of a dual cylinder as- 
sembly, installed as extra equip- 
ment, cutting speeds up to 240 feet 
per minute can be provided on the 
new Hy-Draulic shaper-planers. 
An unusual feature of this dual 
assembly is that it provides three 
cutting pressures without re- 
quiring a change in the horse- 
power output of the hydraulic 
system. At low speed, this system 
provides a cutting pressure up to 


Fig. 1. (Above) Rock- 
ford Hy-Draulic Open- 
side Planer with Bed, 
Table and Column Mem- 
bers Redesigned to Pro- 
vide Greater Rigidity 


Fig. 2. (Left) Ram Type 
Shaper of Increased 
Strength and Rigidity 
Made by the Rockford 
Machine Tool Co. 
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three times that of the conven- 
tional single-cylinder assembly 
without increasing the horsepower 
requirements. The machines have 
been structurally redesigned to 
provide the required rigidity for 


Booth 


A mechanical-electronic shop 
instrument that provides a mag- 
nified chart record of the shape, 
height, and spacing of surface ir- 
regularities will be displayed by 
the Physicists Research Co., 321 
S. Main St., Ann Arbor, Mich. 
This instrument, called the “Profi- 
corder,” is designed to show wavi- 
ness, bows, steps, and other sur- 
face irregularities spaced about 
1/32 inch apart or farther. In 
machining and grinding applica- 
tions, the primary function of the 
instrument is to show irregulari- 
ties caused by the machine or set- 
up, rather than the roughness re- 
sulting from the cutting action of 
the tool or wheel. However, small 
roughness irregularities also can 
be recorded in detail. The maxi- 


mum length of tracing is approxi- 
mately 2 inches. 

Another of the company’s ex- 
hibits is a rotary piloting fixture 
for circular tracing with a Pro- 
filometer. 


This unit provides for 
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Fig. 1. (Right) Pro- 
jicorder for Checking 
Surface Irregularities 
of Ground or Ma- 


chined Parts 


Fig. 2. (Left) Rotary 

Piloting Fixture Used 

with a Profilometer 

to Measure the Sur- 

face Roughness of 

Cylindrical or Circu- 
lar Parts 


the increased speeds and cutting 
pressures. 

Hy-Draulic slotters with 36- and 
48-inch strokes, described in May, 
1947, MACHINERY, will also be dis- 
played. 


Surface Checking Instruments to be Shown 
by Physicists Research Co. 


563 


making micro-inch surface rough- 
ness measurements of cylinders, 
spheres, and toroids, and of circu- 
lar flat surfaces such as rings, 
grooves, and bosses. It permits 
tracing on surfaces from 1/16 
inch to 10 inches in diameter (in- 
ternal or external) and accommo- 
dates work to 10 inches high. The 


Fine-pitch Gear Gener- 

ator Designed by the 

Illinois Tool Works for 

the Production of Small 
Gears 


work is held stationary while the 
tracing point is moved mechani- 
cally over the surface measured. 

Besides these instruments a 
race tester for measuring the sur- 
face waviness of ball and roller 
bearing races and an Anderometer 
for checking the over-all quality 
of assembled ball bearings will be 
on exhibit. 


Illinois Fine-Pitch Gear 
Generating Machine 
Booth 302 


A gear generating machine that 
was designed primarily to pro- 
duce fine-pitch involute gears of 
either spur or helical types, but 
that can also be used for gener- 
























ating any ordinary tooth form, 
will be exhibited by the Illinois 
Tool Works, Chicago, III. 
Employing a unique full gener- 
ating process, the machine com- 
bines the outstanding advantages 
of both the shaping and hobbing 
methods of gear production. Ex- 
treme tool simplification contrib- 
utes largely to the accuracy of 
finished work and to economy of 
cperation. The new machine will 
produce gears up to 3 inches in 
diameter over a 30 to 200 pitch 
range. Adaptable to semi or fully 
automatic magazine feeding, it 
will handle blanks or stacks of 
blanks up to 3/4 inch thick. 


































































New Besly Grinders 
Booth 275 


Charles H. Besly & Co., 118-124 
N. Clinton St., Chicago 6, IIl., will 
exhibit several new grinders, in- 
cluding Model No. 5 15-inch and 
18-inch L type dry grinders 
(Fig. 1). The directly connected 
abrasive disks of these machines 
are driven by a 3-H.P., 1750- 
R.P.M. motor. Both right- and 
left-hand geared-lever feed tables 
are provided. Designed for tool- 


room work and light manufactur- 
ing, these grinders accommodate 
abrasive disks up to 1 inch thick 











and 15 or 18 inches in diameter. 

The No. 218 20-inch double- 
spindle wet grinder shown in 
Fig. 2 is tooled for simultaneously 
grinding both sides of circular 
saw blades, clutch and valve disks, 
etc. The work is mounted on an 
arbor and rotated by means of a 
side driving roll. The rotating 
grinding wheels, 20 inches in di- 
ameter, are brought toward the 
work by hydraulic feed. A pro- 
duction of about sixty 8-inch saw 
blades can be ground per hour, 
removing approximately 0.008 inch 
per side. 

A vertical-spindle wet grinder 
with rotary feed (Fig. 3) is 
equipped to grind cast-iron gear 
covers at the rate of 250 per hour. 
The operator simply places the 
castings in the fixture of this 
No. 372 machine, and removes 
ground parts after they have com- 
pleted one revolution around the 
52-inch diameter wheel. 


Fig. 1. (Above Left) Besly Motor- 
driven Disk Grinder for Light 
Manufacturing or Tool-room Use 


Fig. 2. (Above Right) Double- 
spindle Wet Grinder Designed 
to Finish Thin Cylindrical Parts 


Fig. 3. (Left) Vertical-spindle 
Wet Grinder Set up for Finish- 
ing Gear Covers 
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"Men Responsible for Results 
in the Machine Tool Using Industries 


T. F. Birmingham, Vice-Pres- H. A. Squires, Manufacturing J. J. Smith, Manager at 
ident, The Superheater Co., Engineer, Bucyrus Erie Co., Schenectady, American 
East Chicago, Ind. South Milwaukee, Wis. Locomotive Co. 


M. W. Kotarba, Works Manager, Fred J. O’Brien, Works Man- Arthur A. Merry, Chief Tool 
Chisholm-Ryder Co., Inc., Nia- ager, of R. Hoe & Co., Inc., Engineer, Pratt & Whitney Air- 
gara Falls, N. Y. New York, N. Y. craft, East Hartford, Conn. 


G. T. Willey, Vice-President of B. Bronzan, General Manager, George R. Worner, Super- 
Manufacturing, The Glenn L. Baash-Ross Tool Co., Los Angeles, intendent, Taylor Instrument 
Martin Co., Baltimore, Md. Calif. Companies, Rochester, N. Y. 





"Men Responsible for Results 
in the Machine Tool Using Industries 


R. O. Greenshields, Works Man- R. Hannah, Engineering and Mech- Fred C. Pyper, Master Mechanic, 
ager, Wheel Div., The Budd Co., anical Div. Manager, The Murray Buick Motor Div., General Motors 
Detroit, Mich. Corporation of America, Detroit Corporation, Flint, Mich. 


G. P. Grace, Vice-President, Man- H. W. DeBruin, Vice-President, Frank M. Martin, Mechanical 
ufacturing, Robertshaw Thermo- Manufacture, Jeffrey Mfg. Co., Superintendent, Royal Typewriter 
stat Co., Youngwood, Pa. Columbus, Ohio Co., Inc., Hartford, Conn. 


Joseph G. Rayniak, Vice-Pres- C. Albert Hanson, Superintendent Charles E. Phillimore, Vice- 
ident, Manufacturing, Johnson Mechanical Equipment, Yale & President, Manufacturing, Bell 
Motors, Waukegan, Il. Towne Mfg. Co., Stamford, Conn. & Howell Co., Chicago, Il. 
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Fig. 1. (Left) Hannifin 

25-ton Hydraulic Press 

for Straightening Shafts 
and Spindles 


Fig. 2. (Right) Hannifin 
Pneumatic Press for Fit- 
ting Work on Arbors 


Hannifin Hydraulic and Pneumatic Equipment 
Booth 411 


A wide line of hydraulic and 
pneumatic power and production 
equipment will be exhibited at the 
Show by the Hannifin Corporation, 
1101 S. Kilbourn Ave., Chicago 24, 
Til. 

The 25-ton hydraulic straighten- 
ing press seen in Fig. 1 is de- 
signed for use in the manufacture 
of crankshafts, camshafts, axles, 
lathe spindles, gear-shafts, and 
other parts that are machined, 
heat-treated, and then ground. 
By straightening or truing these 
parts after heat-treating, grinding 
time is held to a minimum. 


The pneumatic arbor press 


Fig. 3. Hydraulic Multiple 
Piercing Unit 


shown in Fig. 2 is a standard type 
of Hannifin air-powered unit used 
for pressing operations, such as 
the fitting of lathe work on arbors. 

A hydraulic multiple piercing 
unit (Fig. 3) is designed for 
punching a number of_ holes 
simultaneously in structural mem- 
bers prior to the assembly of 
other parts by bolting or riveting. 
It is adaptable to modern volume 
production work where quantities 
of duplicate parts must be pro- 
duced. 

The 35-ton portable hydraulic 
riveter illustrated in Fig. 4 is a 
yoke type unit for cold or hot 
riveting work on _ automobile 
frames, structural steel, and other 
shop fabricated work. This type 
of riveter is distinguished for 
its noiseless operation and the 
speed with which rivets can be 
headed. Improved riveting can be 
obtained with the hydraulic 
“squeeze” action in combination 
with cold rivets. 


Fig. 4. (Right) Portable 
Hydraulic Riveter of 35 
Tons Capacity for Cold 
or Hot Riveting Work 


Gardner Grinders 
Booth 429 


Two new flat surface grinding 
machines of advanced design will 
be featured by the Gardner Ma- 
chine Co., Beloit, Wis. One machine 
is a special double-spindle high- 
production grinder, equipped with 
a “feed-through” type of fixture, 
so that parts having parallel sur- 
faces will constantly pass between 
the opposed abrasive members. 

The other machine—a single- 
head grinder—is equipped with a 
power-operated oscillating work- 
table. The grinding head is 
mounted on a_ power-actuated 
slide. Other features include dial 
indicators for head in-feed and 
remote-control head-feed. 
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Fig. 1. (Left) Cincin- 

nati Dual Power Dial 

Plain Horizontal Mill- 
ing Machine 


Fig. 2. (Right) Cincin- 

nati Vertical Style 

Dual Power Dial 
Milling Machine 


Cincinnati Milling Machines and Grinders 
Booth 306 


A new line of knee-and-column 
type milling machines incorporat- 
ing numerous features of value in 
handling heavy milling operations 
will be exhibited by the Cincinnati 
Milling Machine Co., Cincinnati 9, 
Ohio. These machines—the “dual 
power” and “high power” dial 
types—are built in Nos. 5 and 6 
sizes. The high power dial types 
are available in ‘plain, universal, 
and vertical styles, while the 
dual power machines are _ built 
in plain (Fig. 1) and vertical 
(Fig. 2) styles only. Square-gibbed 
bearing ways on the column and 
top of the knee and a rectangular 
over-arm with built-in vibration 
dampener and full-length taper 
gib clamping are features of these 
machines. 

The dual power machines have 
two ratings for the horsepower 
available at the spindle. For ex- 
ample, the 50-H.P. motor can de- 
liver its full capacity while the 
machine is running at any one of 


eighteen spindle speeds from 45 to 
1400 R.P.M. Through automatic 
controls within the column, the 
same motor delivers 25 H.P. at the 
six low spindle speeds of 14 to 37 
R.P.M. Speeds and feeds are 
changed by power. The spindle 
drive clutch is engaged and dis- 
engaged hydraulically. 

Other features include auto- 
matic table feed cycles. Various 
combinations of feed and rapid 
traverse at the rate of 150 inches 
per minute, with automatic re- 
verse and return to the starting 
point, can be obtained. Cross and 
vertical hand-control cranks auto- 
matically disengage when their 
respective power feeds are en- 
gaged. When coolant is employed, 
it returns to the reservoir in the 
base through the space between 
two sets of telescoping tubes 
around the vertical screw, thus 
eliminating conventional coolant 
return tubes. 

The new tracer-controlled Hydro- 


matic milling machines (Fig. 3) 
are essentially heavy-duty pro- 
duction type milling machines to 
which has been added a sensitive, 
tracer-controlled vertical move- 
ment of the spindle-carrier. The 
operating cycle is automatic, in- 
cluding the duplication of master 
profile: templets. The machines are 
built in both plain and duplex 
styles, and in twelve sizes, with 
table travels ranging from 24 to 
90 inches. 

The No. 0-8 plain automatic 
milling machine (Fig. 4) has com- 
pletely automatic table-operating 
cycles. The machine can be pro- 
vided with a hydraulic rise and 
fall movement of the spindle- 
carrier, which is automatically 
synchronized with the table move- 
ments. Cycles are quickly changed 
by means of pre-set camshafts. 

The No. 0 Filmatic centerless 
grinder (Fig. 5), a recent addi- 
tion to the line of centerless ma- 
chines made by Cincinnati Grind- 
ers, Inc., Cincinnati 9, Ohio, is de- 
signed for small precision ground 
work. The grinding capacity is 
from 0 to 1/2 inch diameter, 5 


Fig. 3. (Left) Tracer- 
controlled Hydro- 
matic Milling Machine 


Fig. 4. (Right) Plain 

Milling Machine with 

Automatic Table Op- 
erating Cycles 
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inches length for through feed, 
and 4 inches length for in-feed 
work. 

A new Filmatic 10-inch hy- 
draulic universal grinding ma- 
chine (Fig. 6) is available as a 
precision tool-room grinder or a 
production grinder with universal 
features. The machine is built in 
24-inch length only. A hinged in- 
ternal grinding unit at the front 
of the wheel-head remains in place 
during conventional traverse or 
in-feed grinding operations. Being 
individually driven, this internal 
unit can be quickly set to grinding 
position. 

Speed changes are effected 
through an electronic control unit, 
built into the headstock, which 
converts alternating to direct cur- 
rent. A jog button permits the 
cperator to stop the faceplate or 
chuck in the most advantageous 
angular position for loading and 
unloading the work. Table trav- 
erse is hydraulically actuated and 
infinitely variable from 3 to 280 
inches per minute. Coolant flow 
and headstock spindle rotation 


Fig. 5. (Left) Cincin- 
nati Filmatic Center- 
less Grinder for Work 
to 1/2 Inch Diameter 


Fig. 6. (Right) Fil- 
matic Hydraulic Uni- 
versal Grinder to be 
Shown by Cincinnati 
Grinders, Inc. 





automatically start and stop with 
the table traverse. An _ internal 
mounted trip-out dog stops the 
pick feed action approximately 
0.001 inch before: the cross-feed 
micrometer dial reaches its zero 
graduation. Final sizing is then 
accomplished by rotating the hand- 
wheel to a positive stop. A mer- 





cury float switch, connected to the 
electrical circuit, stops the grind- 
ing wheel motor if the oil level 
recedes below the safe limit. The 


way lubricating and hydraulic 
systems are interconnected. Hy- 
draulic in-feed with hand control 
or automatic in-feed can be built 
into the machine. 


Lehmann Hydratrol Lathes 
Booth 268 


The Lehmann Machine Co., St. 
Louis\3, Mo., will exhibit a 16- 
and 18-inch Electronic-Hydratrol 
lathe that operates at constant 
horsepower over a range of spin- 
dle speeds from normal minimum 
to 1800 R.P.M. Among its con- 
struction features is a steel bed 
with hardened raceways for pre- 
loaded roller- bearing carriage, 
taper attachment and cross-slide. 

A 30-inch hollow-spindle Hydra- 
trol lathe in which is incorporated 
a modified automatic safety relay 
and a hydraulically controlled 


Lehmann 30-inch Hollow-spindle Hydratrol 


rapid-traverse mechanism also 
will be shown. The automatic 
safety relay makes possible the 
changing of spindle speeds with- 
cut stopping the spindle, and 
avoids harmful clash of the posi- 
tive clutches. Speeds can _ be 
changed from the highest to the 
lowest, or vice versa, with one 
movement and without dwell. 

Two hydraulic brakes, one on 
the spindle and the other at the 
primary power source, permit in- 
stantaneous stopping and “inch- 
ing,” even with large work. 


Lathe 
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Geargrind Universal and External Grinders 
Booth 670 


The universal oscillating grinder 
illustrated, which was developed 
by the Gear Grinding Machine 
Co., 3901 Christopher Ave., De- 
troit 11, Mich., for finishing 
spherical, conical, and cylindrical 
surfaces on small parts, will be 
exhibited for the first time at the 
Show. Step sheaves in the work- 
head V-belt drive make available 
three speeds—110, 230, and 360 
R.P.M. The work-head spindle can 
be equipped with collets, chucks, 
or faceplates. Adjustments are 
provided to allow the work-head 
to be positioned parallel and nor- 
mal to its axis of rotation. 

For spherical surfaces, the 
work-head is mounted on a table 
which can be oscillated by hand 
through a 180-degree are or by 
power through an arc length of 
0 to 90 degrees. As soon as the 
motor current is cut off, a brake 
is released to quickly stop its ro- 
tation. The oscillating drive can 
be disconnected when desired. The 
work-head can be set to an exact 
angle by using a sine bar and 
locked in place. A fluid seal is 
employed to prevent grit-laden air 
trom getting into the bearing. 

Air for power movement of the 
grinding wheel carriage is passed 
through a filter, lubricator, and 
pressure regulator, to a manual 
control valve. The operator can 
start or stop the grinding wheel 
carriage reciprocation at any 


time. When the air is shut off, 
the grinding wheel carriage can 
be freely moved by hand. During 
automatic reciprocation, the speed 
is controlled by a cam. Carriage 
travel is controlled by turning a 
large handwheel. On top of the 
carriage are two additional slides, 
both screw- and nut-actuated. One 
slide moves the grinding wheel 
spindle parallel to the carriage 
travel, and the other moves it nor- 
mal to the carriage travel. 
Another machine exhibited— 
the Type GG-10 by 24 automatic 
gear grinder—is equipped with an 
automatic grinding wheel feed, 


American Lathes 


SHOW 





which can be adjusted for num- 
ber of feeds and rate of feed. It 
will grind gears up to 10 inches 
in diameter by 10 inches face 
width having from 4 to 110 teeth 
with diametral pitches from 32 to 
4. A double column supports the 
grinding-wheel head. The work, 
mounted between centers or on a 
stub arbor, reciprocates past the 
grinding wheel at speeds up to 70 
feet per minute. After the preset 
amount of down feed, in grinding 
one tooth, the work travels on an 
extended stroke to clear the grind- 
ing wheel, permitting automatic 
indexing of the work and reset- 
ting of the grinding wheel. Auto- 
matic wheel feed for truing is also 
provided. The spindle is set up to 
handle two grinding wheels. 


and Radial Drills 


Booth 57 


Important design and structural 
improvements have been made in 
the “Hole Wizard” radial drill 
shown in Fig. 1, which is made 
by the American Tool Works Co., 
Cincinnati 2, Ohio. This machine 
has a 5-foot arm and a 15-inch 
diameter column. The new arm 
elevating mechanism incorporates 
provision for oiling the elevating 
and safety nut automatically each 
time the arm is raised. The arm 
girdle which fits the column sleeve 
is now provided with automatic 
oiling actuated by the clamping 
mechanism, and is further im- 


(Left) Geargrind Uni- 
versal Oscillating 
Grinder for Finish- 
ing Spherical, Coni- 
cal, and Cylindrical 
Surfaces 


Fig. 1. (Right) Amer- 
ican “Hole Wizard” 
Radial Drill of Im- 


proved Design 
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proved by wipers at top and bot- 
tom. The danger of scoring is 
thus reduced to a minimum. 

A new 25-inch Pacemaker lathe 
(Fig. 2) will be seen for the first 
time at the Show. This lathe has 
power and speed range sufficient 
to utilize carbide cutting tools to 
the limit of their capacities. 

Three types of heads are pro- 
vided: 27-speed (6 to 600 R.P.M.) 
and 18-speed (7 to 600 R.P.M.) 
for constant-speed motor drive, 
and 9-speed (6 to 750 R.P.M.) for 
two-to-one, adjustable-speed, di- 
rect-current motor drive. An elec- 














trical spindle control provides 
push-button start, stop, and brake 
from the apron, and a jog button 
cn the head facilitates speed 
changing. A_ full-magnetic, re- 
versing type control provides re- 
verse from the apron when alter- 
nating-current is used. 

The totally enclosed quick- 
change gear mechanism provides 
a range of sixty threads, from 1/2 
to 30 threads per inch, and feeds 
from 0.004 to 0.240 inch per rev- 
olution. A direct-reading index- 
plate facilitates thread and feed 
selection. The apron has a hard- 
ened steel transmission and pos- 
itive longitudinal and cross-feed 
clutches for finger-tip control. 

A new hydraulic shaft-duplicat- 
ing lathe (Fig. 3) has been de- 
veloped primarily for rapidly and 
accurately reproducing circular 
shafts from a templet. This lathe 
also cuts metal at the speeds and 
feeds recommended for carbide 
tools. It is built in 16-, 18-, 20-, 
25-, and 32-inch sizes. Multiple 
tool set-ups are eliminated, and 
continuous cutting is_ possible. 

An 18-inch American lathe, also 
to be displayed, is a new addition 
to the “Pacemaker” line. It can 
be furnished either in the stand- 
ard or the precision tool-room 
type. Three speed ranges can be 
provided. Each range permits 
eighteen or twenty-seven spindle 
speeds in geometric progression, 


Fig. 3. Hydraulic Shaft- 
duplicating Lathe to be 
Exhibited by the Ameri- 
can Tool Works Co. 
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Fig. 2. New 25-inch Lathe Added to American Pacemaker Line 


with suitable speeds for all classes 
of work. The front and center 
spindle bearings are adjustable by 
thousandths of an inch from the 





outside of the head. 


The head 
mechanism is automatically oiled 
with clean filtered oil by a pump 
circulating system. 


Heald Bore-Matics and Grinders 
Booth 511 


Three new lines of machines— 
Bore-Matics and internal and sur- 
face grinders——will be exhibited 
by the Heald Machine Co., Wor- 
cester 6, Mass. The operation of 
all these hydraulic machines has 
been made independent of oil tem- 
perature. Motors and pumps have 
been moved off the machines to 
avoid vibration and to keep warm 
oil out of contact with the base. 
Improved idlers, cylinders, auto- 
matic way lubrication, and refine- 
ments in hydraulics give smooth 
table motion. Wheel-heads, work- 
heads, and boring heads are per- 
manently lubricated and _ sealed. 
The heat rise has been cut approxi- 
mately in half, reducing heat dis- 
tortion to a minimum. 

Additional features of the Bore- 
Matic line are elimination of 
swinging latches, fast table trav- 
erse that accelerates while trav- 
ersing, and the use of large idlers 
to increase V-belt life. The 
improved hydraulic system cir- 
culates only the amount of oil 
needed. New Bore-Matics can be 












equipped for two-way boring with 
different feeds in two directions. 

Another feature of the inter- 
nal grinders is a high-frequency 
wheel-head capable of running at 
high speeds and of taking heavy 
cuts. The new feed mechanism is 
arranged so that the rates and 
amount of roughing and finishing 
feeds, as well as the amount of 
retraction, compensation, and rapid 
approach are set by turning grad- 
uated knobs. An indicator shows 
when the belt tension is correct. 
A sealed, wheel-truing unit per- 
mits short wheel-spindles. 

In the surface grinders, the 
wheel-spindle is carried on a col- 
umn and the chuck table rests 
solidly on the ways of the base. 
The ways are well covered, over- 
hang is small and constant, and 
wheel pressure cannot lift the 
ram. These machines can be fur- 
nished with automatic grinding 
cycle. The chuck has a variable- 
speed belt drive using a hydraulic 
motor. The wheel-slide and table 
have power rapid traverse. 














Oilgear Vertical Broaching Machines 


Booth 440 


The Oilgear Co., 1312 W. Bruce 
St., Milwaukee 4, Wis., will fea- 
ture its line of vertical Cyclematic 
broaching machines which was 
discontinued during the _ war. 
These machines are suitable for 
single or multiple broaching of 
internal holes, splines, and special 
forms in automotive parts on a 
high-production basis. Position- 
ing, threading, broaching, and 
ejecting of work is entirely auto- 
matic. 

Other design features include a 
dual safety push-button control 
with selector switch for manual, 
semi-automatic and full-automatic 
eperation; an automatic tool- 
handling mechanism, inserting 
mechanism and_ work - ejecting 
mechanism; automatic pressure 
lubrication of tool and work dur- 
ing the broaching operation; auto- 
matic pressure lubrication of the 
hardened and ground ways and 
slide; and variable  broaching 
speeds up to 30 feet per minute, 
with independently variable re- 
turn speeds up to 80 feet per min- 
ute. Three sizes of the Type XM 
machines are available—30- by 























































































54-inch stroke, 50- by 66-inch 
stroke, and 75- by 66-inch stroke. 
Another broaching machine, the 
Type XD double-slide vertical sur- 
face broacher, is similar in con- 
struction to the previous line of 
double-slide machines, but has a 
new type of mechanism for oper- 
ating the shuttle tables. Two op- 
posing interlocked hydraulic cyl- 
inders actuate two vertical cranks, 
which are linked with racks and 
pinions in the machine bracket. 
Both shuttle tables operate against 
positive stops on the broach frame, 
so as to preload the tables prior 
to broaching. Standard machines 
are available with either a 5- or 
an 8-inch depth of stroke. 
Included in the Oilgear exhibit 
is a new feed pump and electrical 
control for application to machine 
tools. The Type JK pump is only 
12 3/4 inches long, 11 inches 
wide, and 15 1/2 inches high. It 
is a self-contained, fully enclosed 
unit, and can be mounted integral 
with the machine or on a separate 
reservoir, remote from the oper- 
ator’s station. A variable-delivery 
radial piston feeding unit, a rapid- 


Fig. 1. 30- by 54-inch 

Vertical Cyclematic 

Broaching Machine Built 
by the Oilgear Co. 













Fig. 2. New Oilgear 
Type JK Feed Pump 


traverse gear pump, solenoid-oper- 
ated control valves, and _ relief 
valves are built into the new units. 
The maximum feed delivery at 
1750 R.P.M. is 240 cubic inches 
per minute, and the rapid-traverse 
delivery, 3200 cubic inches per 
minute. 


Bryant Grinding 
Machine 
Booth 525 


Among the grinders to be dem- 
onstrated by the Bryant Chuck- 
ing Grinder Co., Springfield, Vt., 
are two high-production, high- 
precision machines, one for finish- 
ing small bores and the other for 
the internal grinding of large 
work. 

The No. 109 automatic precision 
internal grinder, having a capa- 
city for grinding bores from 1/4 
inch to 3 inches in diameter and 
up to 4 inches deep, is equipped 
with electronic cycle controls and 
is capable of operating at speeds 
up to 100,000 R.P.M. Also incor- 
porated in the design is a wheel- 
turning diamond that automati- 
cally compensates for wheel wear; 
sealed, preloaded ball - bearing 
slides; and electrical timing de- 
vices that provide a pre-set spark- 
ing out period. An infinite number 
of feeds and speeds for the cross- 
feed and work-drive spindle is 
available. 

The No. 150 grinder is the larg- 
est machine made by the company. 
It has a 60-inch faceplate, a work- 
head that swings for angular 
work, and centralized hydraulic 
controls. 
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‘Men Responsible for Results 
in the Machine Tool Using Industries 





E. L. Wilkinson, Production Man- G:o. F. Thomas, Plant Manager, J. E. Goodwin, Chief Mechanical 
ager, Lycoming Div., Avco Mfg. Stewart - Warner Corporation, Officer, Chicago & North Western 
Corporation, Williamsport, Pa. Chicago, Ill. Railway System, Chicago, Ill. 


A. Fred Anderson, Factory Man- R. D. Campbell, Tool Design, Man- J. F. Woodman, Mechanical Super- 
ager, Thompson Products, Inc., ufacture and Coordination, Auto- intendent, West Lynn Works, Gen- 


Bell, Calif. matic Electric Co., Chicago, IIl. eral Electric Co. 


l1. Menck, Vice-President and C. L. Barrett, Works Manager, S. G. Hawley, Manager of Manu- 
Yorks Manager, Harnischfeger Pomona Works, Fairbanks, Morse facturing, Willys-Overland Mo- 
Corporation, Milwaukee, Wis. & Co., Pomona, Calif. tors, Inc., Toledo, Ohio 





“Men Responsible for Results 
in the WMachine Tool Using Industries 


Ray Evans, Production Manager, Arthur G. Hall, Works Manager Albert William Beesch, Works 
Lima Locomotive Works, Inc., of the Nordberg Mfg. Co., Manager, The J. H. Day Co., 
Lima, Ohio Milwaukee, Wis. Cincinnati, Ohio 


R. J. Schneider, Factory Man- L. A. Ringman, Works Manager, L. J. Ely, Factory Manager of 
ager, Propeller Div., Curtiss- The National Supply Company, the Caterpillar Tractor Co., 
Wright Corp., Caldwell, N. J. Toledo, Ohio Peoria, Il. 





Jos. T. Branit, Factory Manager, E. T. Gruendike, General Super- C. A, Franzen, Works Manager 
Borg & Beck Div., Borg-Warner intendent, General Railway Sig- of the Electric Boat Co., Gro- 
Corporation, Chicago, Ill. nal Co., Rochester, N. Y. ton, Conn. 

















Fig. 1. Giddings & Lewis Table Type Hori- 
zontal Boring, Drilling, and Milling Machine 





New Machines Developed by Giddings & Lewis 
Booth 315 


A horizontal boring, drilling, 
and milling machine (Fig. 1) de- 
signed with a view to obtaining a 
high degree of accuracy, together 
with versatility, will be displayed 
by the Giddings & Lewis Machine 
Tool Co., 140 Doty St., Fond du 
Lac, Wis. This Model 00-T ma- 
chine will accommodate work up 
to 18 inches in height, width, and 
depth, and 1000 pounds in weight. 
With a tracing attachment, it can 
be used effectively for die-sinking 
work. It can also be employed for 
precision thread-cutting when 
equipped with a thread lead de- 
vice. Driving gears on the spindle 
provide a_ substantial flywheel 
effect. All machine movements are 
regulated by electronic and me- 
chanical controls in a centralized 
panel. The usual reciprocating bor- 
ing spindle has been eliminated. 

The medium-size, Model 300-T, 
horizontal boring, drilling, and 
milling machine (Fig. 2) produces 
excellent finish at high speed on 
average work up to 30 inches in 
size (all dimensions) and 8000 
pounds in weight. Built-in scales 
and verniers give readings to 
0.001 inch for the headstock, table, 


Fig. 3. Machine for Grind- 

ing Ways, Gibs, and Other 

Parts, Built by Giddings & 
Lewis Machine Tool Co. 


and saddle movements. The ma- 
chine can also be equipped with a 
simple micrometer measuring ar- 
rangement reading to 0.0001 inch. 

A precision way grinder (Fig. 3) 
is being exhibited for the first 
time. This grinder develops sur- 
faces of a flatness varying by only 
a few ten-thousandths of an inch 
over a length of 20 feet or more. 
It speeds production of ways, gibs, 
and other parts formerly re- 
quiring hand-scraping. Precision 
grinding can be done at any angle. 

The Model 570 floor, table, and 
planer type horizontal boring, 
drilling, and milling machines 
have been improved to accommo- 
date heavy work and unwieldy, 
hard-to-reach parts. In the floor 
type machines, a compound angle 
base can be used to give the col- 
umn two movements at right an- 





Fig. 2. Giddings & Lewis Medium-size Hori- 
zontal Boring, Drilling, and Milling Machine 


gles to each other. The table type 
machines provide even greater 
flexibility on work within their 
range. The planer type machines 
combine the work-holding capacity 
of a floor type machine with the 
flexibility and accuracy of a table 
type machine. The new table type 
351-T horizontal boring, drilling, 
and milling machine, to be shown, 
has enlarged work-handling capa- 
city, greater rigidity, and sub- 
stantially increased power. 

Also to be displayed are a Model 
230 portable machine for precision 
boring, drilling, tapping, milling, 
and facing from unusual loca- 
tions; a Model 340-MH multiple- 
head machine that permits simul- 
taneous operations on three sides 
of a piece; improved accessories 
and attachments for extending the 
range of horizontal boring, drill- 
ing, and milling’machines; power- 
driven rotary tables for floor type 
machines; and “Super” microm- 
eter stub boring sets. 
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Fig. 1. (Left) Natco Multi- 

ple-spindle Drilling and 

Tapping Machine with a 
Combination of Feeds 


Fig. 2. (Right) Ten Spin- 

dles can be Mounted on 

This Air-fed Drilling and 
Tapping Machine 


Natco Multiple Drilling and Tapping Machines 
Booth 4 


The National Automatic Tool 
Co., Inc., Richmond, Ind., will dis- 
play a new line of small multiple 
drilling and tapping machines. 
These machines are made in two 
models—the Model A-33A shown 
in Fig. 1 and the A-33B shown in 
Fig. 2. They are of simplified de- 
sign and will facilitate the produc- 
tion of small holes in light work 
where sensitivity and high speed 
are important. The Model A-33A 















provides hand and foot feed or 
combination hand and foot and 
air-oil feed, while the Model 
A-33B provides air feed. The spin- 
dle arrangement can be changed 
and reset to suit each particular 
job. Spindle speeds are easily 
changed by rearranging pulleys 
on the sheave at the top of the 
machine. 

The hand- and foot-feed ma- 
chines permit close control for 











sensitive 


operation, and are 
equipped for both drilling and 
tapping. The head is bored for 
ten spindles, with ten spindle 
speeds available from 650 to 3550 
R.P.M. The air-feed machine is 
equipped with treadle-controlled 
air-feed table, and the hand-crank 
provides the vertical table adjust- 
ment. This machine is especially 
suitable for light precision tap- 
ping. The table has a maximum 
travel of 2 1/2 inches, compared 
with 4 inches on the A-33A com- 
bination machine. 

Natco A-65 cam feed units are 
readily made up into special sta- 
tion type machines for the mass 
production of small parts, as can 
be noted from Fig. 3, which shows 
a complete automatic machine. 
This machine was developed to 
produce cylinder bodies for an 
automotive hydraulic brake part. 


Fig. 3. Completely Auto- 

matic Machine Made up 

from Cam Feed Units Built 

by the National Automatic 
Tool Co. 
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It provides a six-position air in- 
dex table with spring clamping 
fixture for the production of cover 
and compensating holes in the 
cylinder body. Two parts are 
handled at one time, seven holes 
being drilled and four holes tapped 
in each part. One of the most in- 
teresting features of this machine 
is the single master head which 
covers positions 4, 5, and 6. The 


machine produces more than 400 
parts per hour, and completes the 
automatic cycle in eighteen sec- 
onds. 

Also to be exhibited are A-20 
types A and B “Borface” units, 
described in the Shop Equipment 
News. section of May, 1947, 
MACHINERY; an electronic ma- 
chine; and a deep-hole drilling 
machine. 


Red Ring Diagonal Gear-Shaver and 
Rotor Shaving Machine 


Booth 607 


A unique method of feeding the 
work has been utilized in a new 
diagonal gear-shaving machine to 
be displayed by the National 
Broach & Machine Co., 5600 St. 
Jean, Detroit 13, Mich. In this 
machine (Fig. 1), the work is fed 
at an angle to its axis. This 
diagonal traverse facilitates the 
shearing action at each cutting 
edge, making it practicable to re- 
move more stock per cycle in less 
cutting time; the entire cycle is 
composed of just two passes 
through the cutter. Also, the full 
tace of the cutter is effective dur- 
ing each cutting cycle, which re- 


Fig. 1. 


Red Ring Diagonal Gear- 
Shaving Machine to be Exhibited by 
National Broach & Machine Co. 


sults in materially increasing the 
cutter life. 

With diagonal traverse, there 
is no restriction on the face width 
of the cutter; thus the high cost 
of extremely wide-faced cutters is 
avoided. By this process, cutter 
face width may be considerably 
less than the face width of the 
work-gear, and no special cutters 
are required. Other advantages 
of diagonal feed are better control 
of lead on helical gears, less 
danger of cutter breakage when 
processing shoulder gears and less 
trouble with tapered tooth condi- 
tions on such gears. 
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Owing to its greater production 
capacity, the new machine is con- 
siderably heavier and more rigid 
than former shaving machines, 
anc is more heavily powered. 

Another new machine to be 
shown is the “Rotoshaver,” de- 
signed for machining the rotor of 
electric motors prior to winding. 
Three principles have been com- 
bined in this machine: These are 
(1) the use of a fine-pitch high- 
precision cylindrical milling cut- 
ter operating at high speed; (2) 
the principle of crossed-axes shav- 
ing, which has revolutionized gear 
shaving; and (3) the principle of 
traversing the work diagonally 
across the cutter in order to 
spread the cutter wear uniformly 
over its full face and obtain opti- 
mum tool life. The result is said 
to be accuracy comparable with 
grinding, a considerable reduction 
in machining time, and no closing 
of the laminations or burring of 
the slots. 

The “Rotoshaver” has a cutter- 
head that can be adjusted to pro- 
vide a wide angular range be- 
tween work and cutter axes. Its 
table has a 15-degree swing in the 
horizontal plane to provide the 
diagonal angle desired, and the 
knee can be adjusted vertically 
for different diameters of work. 


Fig. 2. New “Rotoshaver” with Wide 
Cutter-head Adjustment for Machining 
the Rotors of Electric Motors 







Rivett Tool-Room Grinding Machine 
and Lathes 


Booth 28 


A precision hydraulic grinder, 
Fig. 1, capable of handling all in- 
ternal and external grinding en- 
countered in the average tool- 
room, as well as small-lot produc- 
tion grinding, will be exhibited by 


Rivett Lathe & Grinder, Inc., 
Brighton 35, Boston, Mass. Two 
internal spindles for small and 


large holes and one external spin- 
dle can be interchanged on the 
cross-slide bracket of this 1024 
grinder. The machine has a capa- 
city for grinding holes from 1/4 
inch to 9 inches in diameter and 
up to 6 inches in depth, and for 
grinding cylindrical work 10 inch- 
es in diameter and up to 18 inches 
in length. Straight, tapered, two- 
angle, face, and shoulder surfaces 
can be ground. 

The work-head or table can be 


accurately set at the desired angle 
by using a standard 5-inch sine- 
bar. The work-head spindle speed 
is determined by dial setting, an 
infinite range between 100 and 
1000 R.P.M. being available. The 
work can be held in a collet, step 
or jaw chuck, on a faceplate, or 
between centers. The cross-feed 
has a separate adjustment to com- 
pensate for wheel wear without 
disturbing the finished-size stop. 

The Rivett 1020-R_ precision 
tool-room cabinet lathe (Fig. 2), 
also to be shown, is designed for 
turning work up to 10 inches in 
diameter by 20 inches long and 
threading to American and Eng- 
lish standards by the manipula- 
tion of a dial only. Carbide tools 
can be used effectively. 

The machine meets all specifica- 
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LATEST PRODUCTION 


Fig. 1. Rivett Hydraulic 
Grinder for Tool-room 
Work and Small-lot 
Production 


tions of a standard 10-inch engine 
lathe, and has seventy-two selec- 
tive feeds or threads and infinitely 
adjustable spindle speeds from 24 
to 2700 R.P.M. An electronic drive 
is directly coupled to a 2-H.P. 
motor, providing variable speed 
with dynamic braking. A _ hy- 
draulic clutch reverses the car- 
riage without stopping or revers- 
ing the lathe spindle. 

The right spindle speed for effi- 
cient tooling, quick means for 
chucking the work, and grouped 
operating levers for reducing op- 
erator fatigue are features of the 
918-S turret lathe shown in Fig. 3. 
The lathe produces small and me- 
dium-sized parts from bar stock 
or second-operation work. Draw- 
in collets up to 1 1/8 inches in 
diameter or step chucks up to 6 
inches in diameter can be accom- 
modated. 

An automatic lever chuck-closer 
actuates the collets and_ step 
chucks, and can be used to control 


Fig. 2. Rivett Precision 

Tool-room Cabinet Lathe 

for Work 10 Inches in 

Diameter by 20 Inches 
Long 
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{QUIPMENT AT SHOW 


Fig. 3. Rivett Turret 

Lathe for Medium-sized 

Parts and Second- 
operation Work 


the spindle drive and brake. A 
chasing bar can be added to the 
lathe for the production of in- 
ternal or external threads. Spindle 
speeds from 150 to 2500 or from 
225 to 3750 R.P.M. are available. 

The Rivett 918-S precision cabi- 
net lathe, primarily used fur turn- 
ing operations without power 
feed, is similar in appearance to 
the 918-S turret lathe, except that 
a conventional tailstock and cross- 
slide are employed. The lathe has 
a swing of 9 inches; holds work 
in draw-in collets up to 1 1/8 
inches in diameter and in step or 
jaw chucks up to 6 inches in 
diameter; and has a distance be- 
tween centers of 18 inches. 

The new 1R watchmaker’s lathe 
(Fig. 4), has a totally enclosed 
headstock which eliminates vibra- 
tion and affords a _ convenient 
hand-rest. An outboard spindle 
pulley permits the use of an end- 
less woven belt. An index-ring, 
graduated in sixty divisions, in- 
sures accurate indexing of work. 

The lathe bed, spindle pulley, 
index-ring, and all operating 
handles and knobs of this lathe 
are made of corrosion-resistant 
materials. The length of bed is 
12 inches; swing over headstock, 
3.94 inches; and distance between 
centers, 5 inches. The lathe ac- 
commodates 1R wire chucks, with 
a maximum through-hole capacity 
of No. 50 metric (0.1969 inch) 
and a maximum stepped-hole ca- 
pacity of No. 65 metric (0.2559 
inch). 


Fig. 4. Improved Watch- 
maker’s Lathe Made by Rivett 


Lathe & Grinder, Inc. 








Avey-Draulic Feed Unit 


Booth 467 
A hydraulically fed, mechanic- 


ally and electrically controlled 
drilling spindle that incorporates 
rapid advance, feed, and return, 
and automatic withdrawal of the 
drill for clearance of chips will be 
displayed by the Avey Drilling 
Machine Co., Cincinnati, Ohio. 
This feed unit, known as the 
“Avey-Draulic,” is provided with 
a “Torque-Matic” control. 
Torsion applied to the spindle 
drive sleeve through cams from a 
driven pulley is directly controlled 
by the pre-set amount of spring 
pressure on the cam plate. When 
the torque is increased, the drill 
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is automatically withdrawn from 
the hole by a_ switch-operated 


solenoid. 
Six sizes of these units are 
available, having a maximum 


stroke of from 8 to 20 inches. The 
two smaller sizes have a hole drill- 
ing capacity of 5/16 inch in SAE 
3140 steel, and a speed range of 
from 740 to 3000 R.P.M. The four 
larger sizes have a 9/16-inch di- 
ameter drilling capacity in SAE 
3140 steel and a speed range of 
500 to 2500 R.P.M. Hydraulic 
power of 6 gallons per minute at 
430 pounds per square inch is re- 
quired for a single head. 
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New Warner & Swasey Developments 


Booth 309 


A new Electro-Cycle turret lathe 
(Fig. 1), developed especially for 
machining non-ferrous metals, is 
an important exhibit of the 
Warner & Swasey Co., Cleveland 
3, Ohio. This machine was de- 
signed with a view to reducing 
machine-handling time and oper- 
ator fatigue and thus increasing 
production. 

A drum control mounted on the 
turret-slide accomplishes all start- 
ing, stopping, and speed changes, 
and automatically reverses the 
work-spindle as required. An auto- 
matic device stops the spindle at 
the same loading position each 
time. The spindle brake is electri- 
cally controlled, and the brake 
limit switch operating cam is ad- 
justable through 360 degrees. No 
gears, clutches, or sliding parts 
are used in the headstock. Instant 
spindle speed changes in the ratio 
of 2 to 1 are provided by a two- 
speed motor and V-belt drive. A 
stationary air cylinder is used for 
chucking the work. The lathe has 
a capacity for 1 1/2-inch diameter 
bars and a swing of 16 7/8 inches. 

Another machine to be shown— 
the No. 11 precision tapping and 
threading machine (Fig. 2)—has 
been redesigned to increase acces- 
sibility of controls and provide 
greater safety and ease of opera- 
tion. A safety clutch stops the tap 
if it strikes chips in a blind hole. 
Automatic reversal provides for 
backing the tool out at a prede- 
termined depth. Solenoid-operated 
guide fingers engage a master 
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lead-screw and reproduce in the 
work-piece the accuracy of thread 
ground into the tap or die used. 

An entirely new single-spindle 
automatic chucking machine is de- 
signed to obtain rigidity, ease of 
set-up, and cross-slide selectivity. 
This No. 1-AC machine has four 
automatic speed changes and three 
automatic feed changes, the range 
of which can be changed by pick- 
off gears. Front and rear cross- 
slides operate independently of the 
turret and of each other, and 
either or both of the slides can be 
operated on any turret face or 
while the turret is dwelling. Other 
features of design include acces- 
sibility and adequate chip disposal 
and coolant facilities. 

A line of scroll chucks (Fig. 3), 
available in sizes from 8 to 24 
inches, will also be displayed. Each 
of the heavy-duty chucks is adapt- 
able to any machine having an 
American Standard flange type 
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Fig. 1. (Left) Electro-Cycle Turret 
Lathe Developed by Warner & Swasey 
for Machining Non-ferrous Materials 


Fig. 2. (Below, Center Column) Warner 
& Swasey Precision Tapping and 
Threading Machine 
Fig. 3. (Below, Right-hand Column) 


Warner & Swasey Scroll Chuck Made 
in Sizes from 8 to 24 Inches 


spindle nose. Alloy-steel scrolls 
operate on large bronze bearings 
mounted on the chuck body. 

The two No. 5 universal turret 
lathes to be shown are equipped 
with new hydraulic bar feed and 
collet chucks. A small ball-han- 





dled lever controls both bar-feed 
and _ collet-chuck mechanisms. 
Three No. 2 and three No. 3 ram 
type turret lathes, each size pro- 
vided with identical tooling and a 
different type of drive, will be 
seen. One of each size standard 
lathe is equipped with a two-speed 
motor that makes available twelve 
spindle speeds. The second of each 
size is a four-speed Electro-Cycle 
machine. The third machines 
are electronic-drive Electro-Cycle 
lathes with infinite speed range. 
A single-lever controlled rapid 
traverse for carriage cross-slide 
and saddle and a positive locating 
and clamping mechanism for the 
hexagonal turret have been incor- 
porated in the newly designed 1-A 
and 2-A universal turret lathes, 
which will also be on exhibit. 
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“Men Responsible for Results 
in the Machine Tool Using Industries 


Ralph Ruud, Assistant Factory Charles A. Blair, Assistant Dunstan S. Gross, Factory Man- 
Manager, North American Avia- Plant Superintendent, Tooling, ager, Friden Calculating Machine 
tion, Inc., Los Angeles, Calif. Twin Coach Co., Kent, Ohio Co., Inc., San Leandro, Calif. 


Colonel C. A. Waldmann, Command- Harry E. McLean, Supt., Produc- H. M. Emlein, Manager, RCA Vic- 
ing Officer, Ordnance Dept., Rock tion, Chevrolet-Saginaw Service tor Div., Indianapolis Plant, Radio 
Island Arsenal, Rock Island, III. Manufacturing, Saginaw, Mich. Corporation of America 


Harry E. Herbert, Plant Super- Lynn A. Williams, Jr., Vice-Pres- Merle F. Payne, Factory Super- 
intendent of Appleton Electric ident, South Wind Div., Stewart- intendent of Fuller Mfg. Co., 
Co., Chicago, IIl. Warner Corp., Indianapolis, Ind. Kalamazoo, Mich. 





‘Men Responsible for Results 
in the Machine Tool Using Industries 


P. J. Rees, General Superintend- J. G. Wray, Jr., Manager, Machin- F. E. Banfield, Jr., Vice-President 
ent of the S. Morgan Smith Co., ery Div., The Crown Cork & Seal and Works Manager, Whitin Ma- 
York, Pa. Co., Baltimore, Md. chine Works, Whitinsville, Mass. 


Otto Dreher, General Super- F. L. Cimperman, Jr., Supt., Tool A. A. Grossarth, Production Engi- 
intendent, Geo. J. Meyer Mfg. and Model Shop, National Advi- neer, Miehle Printing Press & Mfg. 
Co., Milwaukee, Wis. sory Com., Aeronautics, Cleveland Co., Chicago, III. 


W. A. Newman, Superintendent of J. M. Lucarelle, General Super- Earl J. Ruggles, Production 
Shops, Chicago, Burlington and intendent, Dictaphone Cdrpo- Engineer, Gemmer Mfg. Co., 
Quincy R.R. Co., Burlington, lowa ration, Bridgeport, Conn. Detroit, Mich. 
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BE SEEN AT SHOW 


Boye & Emmes 25- 
inch Lathe Designed 
to Provide Conven- 
ience of Operation 
and Sufficient Power 
for Carbide Tooling 


Boye & Emmes New Lathe 
Booth 611 


Better placement, visibility, and 
means of manipulating all controls 
are features of the new 25-inch 
“Golden Anniversary” lathe which 
will be introduced at the Show by 
the Boye & Emmes Machine Tool 
Co., 125 Caldwell Drive, Cincinnati 
15, Ohio. This machine has been 
designed to take full advantage of 
carbide tooling. All gearing in 
the sixteen-speed headstock is 
heat-treated and shaved. The low- 
speed shaft is located at the front 
to offset the lifting tendency of 
the tool under heavy cuts. All 
speeds are obtained by the opera- 
tion of a dial. 


The gear-box is provided with 
sixty-four feed and thread changes, 
also obtained through dials. Feed 
directional control, as well as lead- 
screw nut and power rapid-traverse 
engagement, is located on the 
apron panel. The tailstock slide 
is a departure from the conven- 
tional quill type, with an extra 
long bearing in the tailstock base. 
Provision for taking up wear and 
maintaining alignment is included. 
This slide is self-locking, and an 
adjusting handwheel located at 
the front travels with the slide. 
The tailstock is locked to the bed 
by a single lever. 


Liberty Double-Housing Planer 
Booth 415 


Several improvements have been 
made by Liberty Planers, Inc., 
1000 Weller Ave., Hamilton, Ohio, 


Liberty 60- by 60-inch 
by 20-foot Double- 
housing Heavy-duty 
Planer of Improved 
Design 


in its large 60- by 60-inch by 20- 
foot double-housing heavy-duty 
planer to be exhibited at the 





Show. The improvements include 
heavier bed and table sections 
for greater serviceability and 
strength; larger and heavier rail- 
and side-heads; ‘side-heads_ de- 
signed as independent units, each 
with its own individual motor 
drive and controls; and a balanced 
geared table drive with constant- 
feed table lubrication. The column 
and cross-rails have also been de- 
signed with deeper and _ stiffer 
sections. 

Power rapid traverse and feed 
in all directions on both rail- and 
side-heads are provided. A motor- 
ized automatic rail clamp and 
automatic rail re-leveling mechan- 
ism are incorporated in the de- 
sign. The push-button pendent 
control and the selector levers, 
which are duplicated at both ends 
of the rail and on each rail-head, 
give the operator full control at 
all times. The new planer is 
equipped with safety devices, in- 
cluding interlocked clutches, spe- 
cial electrical controls, friction 
devices, and limit switches. 
































New Boring, Drilling, and Milling Machine and 
Planer to be Exhibited by G. A. Gray Co. 


Booth 501 


The G. A. Gray Co., 3611 Wood- 
burn Ave., Cincinnati 7, Ohio, 
will exhibit the new 6-inch floor 
type horizontal boring, drilling, 
and milling machine shown in 
Fig. 1. It has a 60-inch contin- 
uous bar travel, a 72-inch vertical 
head travel on the column, a 96- 
inch column travel on runway, and 
24-inch column cross travel. This 
new machine has many advanced 
features, such as electronic drives 
for all feeds, non-metallic ways 


Gas 


for the column base and saddle, 
and automatic power clamping of 
the column base, saddle, and head- 
stock. 

Its most conspicuous feature, 
however, is the simplicity of the 
control. The controls of the head, 
column, and spindle are central- 
ized in a pendent switch. Two 
three-position selectors on the 
switch are used to indicate the 
direction of feed or rapid traverse 
of the head or column. Push-but- 


TO BE SEEN 


Fig. 1. (Left) Gray Floor 

Type Horizontal Bor- 

ing, Drilling, and Mill- 
ing Machine 


Fig. 2. (Below) 30-inch 
by 8-foot Open-side 
Planer Cub Made by 

the G. A. Gray Co. 


tons and a potentiometer are used 
to obtain feed, rapid traverse, and 
micro-positioning of the unit for 
which the selector is set. 

The non-metallic ways provided 
on the column base and saddle 
surfaces that bear against the 
ways minimize wear and scoring 
of the way surfaces. A “Wood- 
pecker” positioning device makes 
it possible to set the various units 
within 0.00025 inch by simply 
pressing a micro-jog button on 
the pendent switch. An “Insto- 
Speed” change unit provides 


twenty-four speeds in geometric 
progression for the single heavy- 
duty spindle, which is driven by 
a 40-H.P. motor. 


The normal 
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AT THE SHOW 


Conomatic Six-spindle, 
l-inch Capacity Bar 
Machine 


speed range is from 4 1/2 to 900 
R.P.M., but lower speed ranges 
can be furnished. 

Also on exhibit will be a new 
design 30-inch by 8-foot open-side 
planer Cub (Fig. 2) and a 42- 
inch by 42-inch by 10-foot double- 
housing planer. These two planers 
will be equipped with carbide tools 
for operation at speeds up to 300 
feet per minute. 


Conomatic Multiple-Spindle Bar Machines 
Booth 617 


A new l-inch capacity, six- 
spindle Conomatic bar machine 
will be demonstrated by the Cone 
Automatic Machine Co., Inc., 
Windsor, Vt. Faster’ spindle 
speeds and many outstanding fea- 
tures are incorporated in this 
machine. It will be tooled to pro- 
duce two mating parts in one ma- 
chine cycle, utilizing twenty-five 
tools and six attachments. 

Also to be displayed are a 5- 
inch four-spindle and a 2 5/8-inch 
six-spindle Conomatic demonstrat- 
ing chip removal with carbide 
tools in the production of com- 
pound gear blanks and bearing 
races. Another exhibit will be a 


Wiedemann Turret 
Punch Press for Sheets 
and Plates up to 60 
by 120 Inches by 1/4 

Inch Thick 


PAGE 227 


new type of multiple-spindle 
1 5/8-inch bar machine, called the 
“Multi-Single,” for pieces requir- 
ing few machining operations. 


Wiedemann Turret 
Punch Presses 
Booth 32 


The latest turret punch presses 
made by the Wiedemann Machine 
Co., 4272 Wissahickon Ave., Phila- 
delphia 32, Pa., will be shown in 
operation on short-run piercing 
jobs. The Type R-7 turret punch 
press illustrated incorporates a 










gaging arrangement which han- 
dles large sheets and plates up to 
60 by 120 inches by 1/4 inch 
thick, in one operation, without 


conventional lay-out. The gage 
table permits piercing different 
shaped holes up to 6 inches square. 
The work is positioned on the 
table by means of handwheels. 
Dimensions are easily set directly 
from blueprints. The turret is 
motor-operated, and the proper 
punch and die are quickly rotated 
into the punching position. This 
press exerts 160,000 pounds pres- 
sure, has a 54-inch throat, makes 
65 strokes per minute, and con- 
tains from twelve to thirty-two 
punches and dies. 

Also to be displayed is a turret 
punch press developed to pierce 
accurately through templets. 


IEDEMANN 


PHILA PA. 







Lapointe Broaching Machines and Grinder 
Booth 642 


Fast, precision cutting is the 
outstanding feature claimed for 
the 15-ton, 66-inch stroke single- 
ram vertical hydraulic broaching 
machine to be displayed by the 
Lapointe Machine Tool Co., Hud- 
son, Mass. Three broaches, mounted 
adjacent to each other on the ram 
of this machine, are employed to 
cut seventy-eight diagonal, key- 
way-shaped slots around the cir- 
cumference of a jet engine com- 
pressor wheel. 

The 7 1/2-ton, 48-inch stroke 
horizontal pull broaching machine 
shown in the illustration is tooled 
to produce spiral-cut grooves in 
0.22 caliber rifle barrels, com- 
pletely broaching a barrel in one 
pass. By the use of a special lead 
bar and fixture, motive power is 


supplied to rotate the barrel as 
the broach is being drawn through 
it. A special force-feed cutting 
fluid system and end cap have 
been adapted to a standard broach 
guide tray. 

Also to be displayed are a 2 1/2- 


TO BE SEEN 


Lapointe Horizontal 
Pull Broaching Ma- 
chine for Producing 
Spiral-cut Grooves in 


Rifle Barrels 


ton, 30-inch stroke horizontal pull 
broaching machine; a 2 1/2-ton, 
18-inch stroke vertical push 
broaching machine; a 5-ton, 54- 
inch stroke double-ram vertical 
broaching machine; a 20-ton 42- 
inch stroke vertical pull broach- 
ing machine; and a 60-inch capa- 
city universal broach and tool 
grinder having 10-inch vertical 
and cross travels. 


Cincinnati Press Brake, Shaper, and Shear 
Booth 417 


The press brakes to be dis- 
played at the Show by the Cincin- 
nati Shaper Co., Hopple, Garrard, 
and Elam, Cincinnati 25, Ohio, 
will include a 130 series, 3/8-inch 
capacity, and a 50 series, 10-gage 
capacity machine. Among the fea- 
tures of the 130 series brake 


Fig. 1. Press Brake of 3/8-inch Capa- 
city Made by the Cincinnati Shaper Co. 
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(Fig. 1) are a combination man- 
ual and air clutch control and two- 
speed transmission. This machine 
is also equipped with a tonnage 
indicator, a bed and ram exten- 
sion which can be used for horn- 
ing operations, and auxiliary an- 
gles for press work. The brake 
will be seen performing a multi- 
operation job combining notch- 
ing, crimping, rolling, and bend- 
ing in progressive steps along the 
length of the machine. Gang 
punching bolsters, safety eelctric 
treadle lock, and automatic over- 
load release are features of the 
50 series brake. 

The Cincinnati shaper line has 
been improved by the addition of 
a new oiling system and rail clamp 
at the operator’s position. Im- 
proved dials, motor drive, guards, 
and bearings are also included. 
Several shapers equipped with 
different types of tables, heads, 
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Fig. 2. Cincinnati 24- 
inch Heavy-duty Shaper 
of Improved Design to 
be Exhibited at the 
Machine Tool Show 


and other accessories will be ex- 
hibited. Demonstrations of heavy- 
duty and high-speed cutting and 
interesting operations will be seen. 
The 24-inch heavy-duty shaper 
illustrated in Fig. 2 will be on 
display. 

An improved Cincinnati Series 
1410 squaring shear (Fig. 3) will 
represent the third line of ma- 
chines to be displayed. This 3/16- 
inch by 10-foot capacity shear is 
provided with a newly designed 
sheet sag eliminator and tilting 
stops. The sag eliminator is a 
magnetic sheet support especially 
adapted to production work on 
magnetic materials where exten- 
sive use of the back gage is re- 
quired. High-strength permanent 
magnets, mounted in channels 
under the back brace, hold the 
sheet to be gaged flat and against 
the back-gage stop. 

The shear will also be equipped 
with inclined ram, hydraulic hold- 
down clamps, squaring arm, im- 


Fig. 3. One of an Im- 
proved Line of Squaring 
Shears with New Gaging 
Equipment, to be Exhib- 
ited by the Cincinnati 
Shaper Co. 
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proved light beam gage, slitting 
gage, improved power-operated 
back gage, electric clutch control, 
and other accessories. The electric 
clutch control will permit the op- 
erator to work on the full-length 
treadle bar for close work or on 
foot switches away from the ma- 
chine when trimming wide sheets 
or working on long sheets. When 
both the full-length treadle and 
foot switches are employed, the 
treadle actuates the _ solenoid 
through an operating switch. 


Houghton “‘Cut-Max’”’ 
Cutting Oils 
Booth 47-D 


Four new series of “Cut-Max” 
straight cutting oils are being 
introduced at the Show by E. F. 
Houghton & Co., 303 W. Lehigh 
Ave., Philadelphia 33, Pa. The 
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100 series includes cutting fluids 
(in a wide viscosity range) that 
have a high saponifiable-oil con- 
tent but contain no extreme pres- 
sure additives. The 200 series, 
for heavy-duty machining, has a 
high sulphur and saponifiable-oil 
content, and is fortified with 
pressure additives. For use when 
even slight staining or dulling is 
objectionable, the 300 series, which 
is free from chlorine but contains 
a large amount of saponifiable oil 
and active sulphur, is recom- 
mended. 

Finally, the 400 series is in- 
tended to meet the demand for 
low-cost high-quality cutting fluids 
for use on automatics and other 
high-production machines where 
feeds are light and speeds are 
high. These are light, clear oils. 

Hydraulic oils treated for oxi- 
dation stability and anti-corrosion 
properties, other lubricants, and 
machine packings will also be dis- 
played. 





V & O High-Speed 
Notching Press 


Booth 150 


The high-speed notching press 
illustrated is to be shown by the 
V&O Press Co., Inc., Hudson, 
N. Y. This machine will operate 
at speeds up to 800 strokes per 
minute. It is especially equipped 
for notching electrical motor 
laminations. An expanding type 
disk-holder on the machine per- 
mits the notching of motor lam- 
inations with keyways. The clutch 
mechanism of this press has been 
redesigned to make it more efficient 
and more easily adjusted. 





SHOW 


MACHINE TOOL 


(Left) High-speed 
Notching Press Made 
by the V & O Press Co. 


Fig. 1. (Right) New 
Upright Sliding-head 
Drilling Machine Built 
by the Cleereman 
Machine Tool Co. 





Cleereman Upright Drilling Machine and 
Electronic-Control Jig Borer 


Booth 123 


An upright sliding-head drilling 
machine and an electronic-control 
jig borer will be exhibited at the 
Machine Tool Show by the Cleere- 
man Machine Tool Co., 400 W. 
Madison St., Chicago 6, IIl. 

The Model 325 single-unit dri!l- 
ing machine, shown in Fig. 1, is 
equipped with a single selector 
lever by which four quick-change 
feeds can be obtained. A range of 
six or twelve spindle speeds, de- 
pending on the electrical equip- 
ment, is available, and any thread 


Fig. 2. Cleereman Jig 
Borer with Two Elec- 
tronically Controlled 
Motors, One for Each 
Direction of Table Travel 


lead for tapping threads of 6 to 
50 pitch can be provided. 

The fully enclosed sliding head 
includes not only the spindle and 
feed mechanisms, but also the 
motor and spindle speed transmis- 
sion. Both head and table are 
adjusted vertically by hydraulic 
power. Attachments available in- 
clude automatic tapping reverse, 
flanged quills for multiple heads, 
special spindle tapers or slots for 
driving keys, compound tables, 
and a four-position depth stop that 
allows presetting to four depths 
of feed. Multiple units are made 
in combinations of two to six spin- 
dles or more. 

In the new Cleereman jig borer, 
illustrated in Fig. 2, power drive 
has been added to the table by 
means of electronically controlled 
motors to provide pre-positioning 
control, power traverse, and a full 
range of milling feeds. Two in- 
dividual motors drive the machine, 
one for each direction of table 
travel, with the speed controlled 
by a common electronic panel so 
that the proper rate of feed can 
be obtained for milling in all di- 
rections. In addition, a power 
rapid traverse rate of 50 inches 
per minute is available for indi- 
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cating and aligning work, for 
rapid advance to the cutting posi- 
tion, and for pre-positioning work 
before boring. 

For pre-positioning work, a 
“creep” speed is actuated by limit 
switches built into the dial-indi- 





cator housing. Contact of the 
table with a limit switch slows 
down the motor by dynamic brak- 
ing to “creep” speed until meas- 
uring rods contact the dial indi- 
cator and the table stops in the 
correct position. 


Brown & Sharpe Automatic Screw Machines 
Booth 505 


The exhibit of the Brown & 
Sharpe Mfg. Co., Providence, 
R. I., will include the Nos. 00G 
and 0G _ high-speed automatic 
screw and automatic cutting-off 
machines here shown, which have 
been redesigned with a view to 
increasing production and effi- 
ciency, and a larger automatic— 
the No. 2G—with 1- or 1 1/2-inch 
capacity spindle. 

The spindle of these machines 
is positively driven at all speeds 
by multiple-width roller chains. 
The chains have predetermined 
tension adjustment, and remain 
unchanged for all combinations of 
speed and direction of spindle ro- 
tation. 

Spindle speeds in 196 two-speed 
combinations are provided in six- 
teen groups. High and low speeds 


Fig. 1. No. OOG High-speed Automatic 
Screw Machine to be Exhibited by the 
Brown & Sharpe Mfg. Co. 


can be forward and backward, 
both in the same direction or in 
opposite directions. Changes in 
high speed and ratio are each 
made by changing one pair of 
pick-off gears. Direction of low 
speed, relative to high speed, is 
changed by merely moving a ratio 
change-gear from one center to 
another. Provision is made to re- 
duce the speed of the driving 
shaft when desired. 

When the number of operations 
required to produce the part per- 
mits, faster production can be ob- 
tained by designing the cams and 
setting the trip-dogs to make 
more than one piece per cycle. 
Idle machine movements are per- 
formed at a constant rapid rate, 
independent of the spindle speed 
or rate of production. The swing- 
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stop for stock, which is independ- 
ent of the turret, is operated in 
conjunction with the feeding 
mechanism. It leaves all six tur- 
ret holes available for operating 
tools, and permits using a single 
tool without indexing. 

When the starter compartment 
door is opened, a safety device 
operates the disconnect switch and 
shuts off the current. A spring 
safety device in the stock-feeding 
mechanism prevents breakage in 
case of any interference with the 
advance of the feed-tube. A clutch 
automatically disengages the drive 
to the camshafts if the tool-slide 
mechanisms are subjected to ex- 
cessive strain. 

The hole through the largest 
regular-capacity feeding finger on 
the No. 00G machine (Fig. 1) is 
3/8 inch in diameter. Spindle 
speed range is 6050 to 50 R.P.M. 
The No. 0G machine (Fig. 2), 
has a hole through the largest 
regular-capacity feeding finger 
5/8 inch in diameter. Spindle 
speeds for this machine range 
from 4230 to 35 R.P.M. The auto- 
matic cutting-off machines are the 
same as the automatic screw ma- 
chines except that a single-tool 
slide is used in place of the turret. 


Fig. 2. Brown & Sharpe No. OG High- 
speed Automatic Screw Machine, Also 
to be Exhibited at the Show 
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LATEST PRODUCTION EQUIPMENT AT THE SHOW 


Fig. 1. Bridgeport Cut- 
off Machine having a 
Completely Automatic 
Cycle, with Hydraulic 
Feed and Gripping 
Arrangement 


Bridgeport Automatic Cut-Off Machine and 
Vertical Surface Grinder 


Booth 313 


The completely hydraulic auto- 
matic cut-off machine seen in 
Fig. 1 is a new development of the 
Bridgeport Safety Emery Wheel 
Co., Inc., Bridgeport, Conn. This 
machine will handle stock up to 2 
‘inches in diameter, and will auto- 
matically cut off the stock in 
lengths up to 12 feet. The cut-off 
head consists of a 16-inch diam- 
eter cut-off wheel driven by a 10- 
H.P. motor through a V-belt drive. 
The head is mounted on a rocker 
shaft equipped with anti-friction 
bearings which are sealed against 
grit. Coolant is supplied to both 
sides of the wheel by a nozzle that 
is adjustable to compensate for 
wheel wear. 

The operating cycle of the ma- 
chine is completely automatic, the 


work being automatically fed to 
the cutting position, gripped hy- 
draulically, and cut off. Both the 
rate of stock feed and the cutting 
cycle of the head are adjustable. 
Hydraulic feed of the cut-off wheel 
automatically compensates for 
changes in area when the wheel 
is cutting. In cutting a piece of 
bar stock, the wheel feed is much 
faster at the start and finish of 
the cut, where the area is small, 
than it is through the central part 
of the piece. The wheel is always 
fed through the work at the limit 
of its capacity. 

The Bridgeport hydraulic ver- 
tical surface grinder (Fig. 2) has 
a reciprocating table 20 inches 
wide by 100 inches long. Tables 
from 60 to 240 inches in length 


are also available. The grinding 
head consists of a 26-inch Bridge- 
port sectional grinding wheel 
mounted on the flanged end of the 
spindle. The spindle is assembled 
with a 50-H.P. electric motor, and 
its bearings are lubricated by an 
independent lubrication system 
which insures a constant supply 
of oil. 

The head is mounted on a heavy 
column with hardened, square 
gibbed ways. Counterbalancing of 
the head is controlled by a hy- 
draulic system. Vertical movement 
of the head is accomplished hy- 
draulically at speeds up to 30 
inches per minute. The table is 
reciprocated by two single-acting 
hydraulic cylinders. A range of 
table speeds up to 200 feet per 
minute is available for all types 
of grinding. Two adjustable cool- 
ant nozzles are mounted on each 
side of the grinding wheel, and an 
additional supply of coolant is 
supplied through the hollow spin- 
dle to insure a flood of coolant. 

This grinder can also be fur- 
nished with a new electronic siz- 
ing device which will be demon- 
strated at the Show. With this 
device, the operator need only 
make a few settings on a control 
unit, start up the machine, and 
the grinding cycle is completed 
automatically when the required 
surface dimensions are reached. 
Upon the completion of the cycle, 
the table automatically stops at 
the loading position. The machine 
illustrated is one of three models 
available. 


Fig. 2. Hydraulic Ver- 
tical Surface Grinder 
to be Exhibited by the 
Bridgeport Safety Emery 
Wheel Co. 
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"Men Responsible for Results 
in the Machine Tool Using Industries 


Leonard G. Weber, Manager, Tool J. H. Larsen, Superintendent of Ivar J. Samuelson, Plant Man- 
and Gage Engineering, Stromberg- the Aro Equipment Corporation, ager, The Gabriel Co., Cleve- 
Carlson Co., Rochester, N. Y. Bryan, Ohio land, Ohio 


Floyd J. Bird, Factory Manager L. F. Uhlir, Gen. Supt., Motor S. W. Ostrander, General Manu- 
of the Packard Motor Car Co., Plant No. 4, Packard Electric Div., facturing Manager, Pontiac Motor 
Detroit, Mich. General Motors Corp., Warren, O. Div., General Motors Corporation 


R. A. DeVlieg, Vice-President, J. L. Shaw, Production Supt. of R. B. Knoth, Manufacturing Engi- 
Manufacturing, Nash-Kelvinator Ward LaFrance Truck Div., Great neer, The Western Electric Co., 
Corporation, Detroit, Mich. American Industries, Elmira, N. Y. Chicago, IIl. 





‘Men Responsible for Results 
in the Machine Tool Using Industries 


Harold S. Falk, President of C. M. Burgwaldt, Gen. Superin- Fred W. Herman, Plant Manager 
the Falk Corporation, Mil- tendent, Manufacture, Mergen- and Chief Engineer, Long Beach 
waukee, Wis. thaler Linotype Co., New York Plant, Douglas Aircraft Co., Inc. 


Carl Welin, Works Manager of J. C. Miles, Factory Superin- W. H. Volkmar, General Superin- 
the Mercury Manufacturng Co., tendent, Tokheim Oil Tank and tendent, Rockford Works, J. I. 
Chicago, Ill. Pump Co., Fort Wayne, Ind. Case Co., Rockford, III. 


; 





W. E. Baker, Vice-President, Dan C. Teetor, Vice-President, John Lund, Supt., Manufacturing, 
Manufacturing, Servel Inc., Manufacturing, Perfect Circle Equip. and Process, John Deere 
Evansville, Ind. Corporation, Hagerstown, Ind. Tractor Co., Waterloo, lowa 
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Bijur Constant-feed Gear 
Pumps for Use with Pres- 
sure Lubrication Systems 


lO BE SEEN AT THE SHOY¥ 





Bijur Constant-Feed Gear Pumps 
Booth 37-B 


Three new types of constant- 
feed gear pumps for use with 
machine pressure lubricating sys- 
tems will be shown by the Bijur 
Lubricating Corporation, 43-01 
Twenty-second St., Long Island 
City 1, N. Y. The universal gear 
pump, seen at the left in the illus- 
tration, can be mounted in any 
position, the direction of drive- 
shaft rotation determining the di- 
rection of flow; the reversible 
gear pump (at the center) main- 
tains flow in one direction only, 


regardless of changes in drive- 
shaft rotation; and the sump 
pump, seen at the right, is pro- 
vided with an integral fine-mesh 
screen and can be mounted di- 
rectly in the sump. Each is a 
small-capacity unit providing a 
flow of 50 cubic centimeters per 
minute at a speed of 100 R.P.M. 
Because of this small delivery, the 
correct amount of lubricating oil 
can be fed to the machine with- 
out by-passing a high percentage 
of the output. 


Pratt & Whitney Jig Grinder 
Booth 55 


Pratt & Whitney Division Niles- 
Bement-Pond Co., West Hartford 
1, Conn., will demonstrate its new 
jig grinder, designed for grinding 
holes to jig-borer spacing and 
precision-grinding finish. This 


New Pratt & Whitney Jig 
Grinder, which is _ Built 
as a Companion Machine 
for the Jig Borer, will be 


on Exhibition at the Show 


> 
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machine was developed as a com- 
panion machine to the jig borer. 
The machine is all-electric. It has 
a table surface 22 by 44 inches, 
a 36-inch longitudinal travel, and 
an 18-inch transverse travel. 


i 
I 


The bed, table, and locating 
mechanisms are similar to a jig 
borer, and the same measuring 
instruments are used for spacing. 
The work does not revolve. The 
grinding-wheel head has an ad- 
justable circular motion about the 
vertical axis of the hole being 
ground, and can be fed outward 
in an increasingly larger radius 
until the hole is finished to size. 
The main spindle is driven by a 
3/4-H.P. motor through a variable 
drive. This produces_ spindle 
speeds from 35 to 200 R.P.M. for 
the adjustable circular motion. A 
separate reversing motor and 
variable drive provide power for 
the spindle vertical travel. 

Two wheel-heads are furnished 
with the machine. The rotors of 
the wheel-head motors are assem- 
bled directly on the wheel-spin- 
dles. The smaller head, used for 
holes up to 1 inch in diameter, has 
eight speeds ranging from 13,200 
to 54,000 R.P.M. The larger one, 
used for holes from 1 to 5 inches 
in diameter, has eight speeds 
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ranging from 6600 to 27,000 
R.P.M. The main head has a 15- 
inch travel on the column face 
plus a vertical spindle travel of 





6 inches. In addition, there is an 
angular adjustment for grinding 
tapered holes up to 5 degrees in- 
cluded angle. 


Gisholt Lathes, Superfinishers, and 
Milling Machine 


Booth 304 


Among the new and improved 
machines to be exhibited by the 
Gisholt Machine Co., 1209 E. 
Washington Ave., Madison 3, Wis., 
will be 1L and 2L saddle type tur- 
ret lathes, a line of hydraulic and 
Simplimatic automatic lathes, 
Fastermatic turret lathes, five 
Superfinishing machines, static 
and dynamic balancing machines, 
and a turn-milling machine for 
small engine crankshafts. 

The 2L lathe shown in Fig. 1 
has an 18-inch, three-jaw air 


chuck and a 16-inch air cylinder. 
Ease of operation has been ob- 
tained by such features as a hy- 
draulic spindle-speed selector and 
a single feed-change control for 
both aprons. 


The 1L model is 


equipped with a 12-inch hollow air 
cylinder, and can be used equally 
well for bar or chucking work 
without any alteration of the 
chucking devices. 

A 28-inch three-jaw air chuck 
and an 18-inch air cylinder are 
standard equipment on the 4F 
Fastermatic turret lathe  illus- 
trated in Fig. 3. This new ma- 
chine is said to be the most power- 
ful lathe of its type ever devel- 
oped for heavy chucking work. 

The Simplimatic lathes will 
include one platen type (stand- 
ard flat table) machine and one 
vertical - carriage machine with 
fixed tooling mounted on a plunge 
type head. The platen type lathe, 
shown in Fig. 2, will be set up to 











LATEST EQUIPMENT 


Fig. 1. New Saddle Type 

Turret Lathe to be Ex- 

hibited by the Gisholt 
Machine Co. 


machine forged-steel bevel gears, 
employing a special holding fix- 
ture and a 12-inch air cylinder. 
Included in the line of Super- 
finishing machines to be demon- 
strated will be the Model 50—a 
general-purpose machine—shown 
in Fig. 4. This type of machine, 
built in two sizes to handle work 
up to 4 inches in diameter by 18 
or 36 inches long, lends itself espe- 
cially to general tool-room use, or 
to the superfinishing of compara- 
tively small lots of a variety of 
cylindrical parts, with the work 
driven by collet, roll drive, chuck, 
or between centers. Under some 
conditions it is found profitable 
to equip such a machine with an 
attachment permitting the per- 
formance of spherical work or an- 
other attachment for flat work. 
One of the largest machines in 
the exhibit will be a special turn- 
milling machine (Fig. 5) for ma- 
chining all crankpins and facing 
the adjacent cheeks and counter- 
weights on a crankshaft to a finish 
for grinding. This machine is 
designed to produce twenty-four 
crankshafts in forty-eight min- 
utes. Nine separate motors, com- 


Fig. 2. Platen Type Sim- 
plimatic Lathe Designed 
for High-production 
Work — Another Gisholt 


Exhibit 


4 
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TO BE SEEN AT SHOW 


Fig. 3. Gisholt 4F Fast- 

ermatic Turret Lathe 

Developed for Heavy 
Chucking Work 


prising a total of 163 H.P., are 
employed. 

In operation, the two headstocks 
—which together with their re- 
spective multiple master cams 
are driven in unison from a com- 
mon drive—rotate the crankshaft. 
Each cam, mounted rigidly on a 
work-rotating spindle, controls the 
movement of three 24-inch diam- 
eter milling cutters through hy- 
draulic means, acting on the cut- 
ter-slides. The six crankpins are 
each turn-milled by one of the 
cutters, which is driven through 
worm-gearing by its own motor. 
Four of the cutters move in a ver- 
tical plane, and the other two in a 
horizontal plane; the latter also 
have a_ sidewise movement to 
facilitate loading and unloading. 

Other machines to be demon- 
strated include ram type turret 
lathes with a new rapid-acting 
hydraulic bar feed and_ collet 


Fig. 4. General-purpose Superfinisher, 
Available for Work up to 4 Inches in 
Diameter by 18 or 36 Inches Long 


chuck; and a new semi-automatic 
balancing machine for measuring 
and correcting the amount of un- 
balance in automobile crankshafts. 
In addition, an automatic work- 
driver for gripping and driving 
a piece that is supported on cen- 
ters will be shown; this is essen- 
tially a quick-acting lathe dog de- 
signed to provide an increased 
gripping action as the torque load 
on the work becomes greater. 


Di-Acro Notching 
Shear 


Booth 13-A 


The Di-Acro notching shear to 
be exhibited is a flexible unit 
made by the O’Neil-Irwin Mfg. 
Co., 332 Eighth Ave., Lake City, 
Minn., which will rapidly and ac- 


Fig. 5. 
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Special Gisholt 
signed for 
paratory to Grinding 


curately make angular cuts in 
sheet materials without dies. A 
90-degree notch of any size within 
the capacity of the shear can be 
accurately cut, in a single opera- 
tion, from either the corner or 
any other position along the edge 
of a sheet. It is also possible to 
shear angles both smaller and 
larger than 90 degrees. 

The powerful action of the 
shear is obtained through a roller- 
bearing cam arrangement which 
evenly distributes the shearing 
pressure simultaneously on both 
blades. <A clean cut, free from 
rough edges or burrs, is produced 
by the triangular-shaped ram. The 
90-degree pitch of the shear blade 
provides true shear cutting of 
materials, with the pitch of the 
blade advancing progressively 
through the material with a min- 
imum of contact at the point of 
material separation. 


De- 
Pre- 


Machine 


Milling Crankshafts 
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Bear Dynamic Balancing Machine 
Booth 33-BB 


The Model 375-R dynamic bal- 
ancing machine illustrated is a 
new development of the Industrial 
Division, Bear Mfg. Co., Rock 
Island, Ill. The cast bed and 
towers afford sufficient rigidity to 
carry parts weighing as much as 
2000 pounds. A simple roller ad- 
justment enables the operator to 
easily change the machine set-up 
from a 1l-inch diameter shaft to 
a 5-inch shaft. The machine has 
a swing of 60 inches. 

The towers can be moved along 
the 6-foot bed of the machine 
through a rack and pinion. For 
driving purposes, a double, uni- 
versal-joint type drive is em- 


ployed. To this can be added 
either an adapter or a three-jaw, 
self-centering, balanced scroll 
chuck. One 3-inch and one 5-inch 
chuck are available. 

Another feature of this machine 
is the automatic spark indicating 
mechanism and dial indicators 
that enable the operator to remain 
at the control tower at all times, 
regardless of the bed length, while 
the part is in motion. Each tower 
is equipped with a safety guard, 
which, when locked in position, 
will hold the shaft on the rollers 
and the part in the machine, re- 
gardless of the amount of unbal- 
ance in the part. 


Cincinnati Lathes and Contouring Attachment 
Booth 522 


Two new lathes and a standard 
engine lathe equipped with a sim- 
plified tracing mechanism will be 











demonstrated at the Machine Tool 
Show by the Cincinnati Lathe & 
Tool Co., Oakley, Cincinnati 9, 


LATEST PRODUCTION 


Bear Dynamic Balan- 

cing Machine for Parts 

Weighing as Much as 
2000 Pounds 


Ohio. One of the lathes, the 
“Tray-Top Cintilathe,” which is 
illustrated in Fig. 1, is a light- 
duty machine designed to handle 
a wide variety of turning, boring, 
and threading operations. It is 





made in swings of 10, 12 1/2, 15, 
and 18 inches, with distances be- 
tween centers from 18 inches up, 
in increments of 6 inches. Twelve 
spindle speeds can be obtained 
on each of these machines, and 
forty-eight thread and_ feed 
changes are available. Only two 


Fig. 1. (Left) New General- 

purpose “Tray-Top Cinti- 

lathe” to be Exhibited by 

the Cincinnati Lathe & 
Tool Co. 


Fig. 2. (Above) Drive and 
Controls of “Cintilathe,” 
Showing Accessibility 
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additional change-gears are re- 
quired to chase metric threads 
with an English lead-screw or 
English threads with a metric 
lead-screw. The machine is avail- 
able with either of two drives—a 
direct-coupled motor drive or a 
multiple-disk friction clutch and 
brake, both with V-belt. These 
lathes have self-lubricated bear- 
ings and easily accessible motors 
and controls, as shown in Fig. 2. 

The other new lathe, called the 
“Tracermatic Cintilathe,” is a 
special model for use primarily on 
molds for bottles, tableware, and 
other items in the glass industry, 
embossing dies, and dies for 
plastics, where extreme accuracy, 
fineness of detail, and speed of 
production are required. Ovals, 
squares, rectangles, etc., with 
rounded corners and_ intricate 
patterns can be produced. In this 
machine, not only are both the 
cross and longitudinal (radial and 
axial) movements of the tool con- 
trolled, but the spindle speed is 
also regulated by the tracer. As 
a result, the spindle speed is auto- 
matically varied as the diameter 
of the work changes, providing a 
practically constant cutting speed. 

The third machine—the “Con- 
tourmatic”—is a standard engine 
lathe to which has been added a 
tracing attachment that synchron- 
izes the in and out movements of 
the cross-slide with the longitu- 
dinal movement of the carriage to 
accurately duplicate the contour 
of a master templet. This equip- 
ment can be employed for work of 
a circular cross-section, such as 
multiple-diameter shafts or sim- 
ilar parts which may incorporate 
grinding necks, tapers in both di- 
rections, shoulders, or irregular 
contours along the axis. 


Peerless Improved 
Mechani-Cut Saws 
Booth 144 


A demonstration of automatic 
sawing on an improved 7- by 7- 
inch Mechani-Cut saw with an 
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“Mechani-Cut” Power 
Saw Built by Peerless 
Machine Co. 


automatic length gage for gaging 
lengths 1/8 inch to 48 inches will 
be made by the Peerless Machine 
Co., Racine, Wis. Metal is fed 
forward through a four-sided saw 
frame which surrounds the metal 
to be cut instead of straddling 
over the work. In order to per- 
mit maximum pressure on the 
saw blade without shortening the 


Buhr Driller, Tapper, 
Booth 


A fully automatic double-end 
driller, known as the “Buhrmatic,” 
for the production drilling of 
crossed holes and a bench tapper 
equipped for selective full-auto- 
matic cycling or hand operation 
are to be displayed by the Buhr 
Machine Tool Co., 8438 Green St., 
Ann Arbor, Mich. 

The “Buhrmatic,” shown in 
Fig. 1, is designed with eight 
work stations and a loading and 
unloading station. Hopper fed, it 
can be operated in batteries of 
four by one operator; parts are 


Fig. 1. “Buhrmatic” 
Double-end Driller for 
Production Drilling, 
Reaming, and Counter- 
sinking of Crossed Holes 
















blade life unduly, a unique type 
plate is provided to back up the 


blade. High capacity and longer 
blade life are advantages claimed 
for the new machine. 

A saw-blade grinder that will 
correctly sharpen used _ blades 
from three to six times is another 
new product of the company to be 
announced. 


and Indexing Tables 
158 


loaded in one “bulk” handling and 
ejected automatically. Safety de- 
vices are incorporated to stop the 
machine should broken tools or 
other damage impede the process. 

The original machine, which 
was designed to drill, ream, and 
countersink two holes in a 5/16- 
inch bolt, had an output of 960 
pieces per hour at 80 per cent effi- 
ciency. New developments show 
the machine to be adaptable for 
machining other parts, such as 
bushings, bearings, or pins that 
are required in great volume. 
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Fig. 2. Buhr Bench Tap- 

per, which is Equipped 

for Automatic Cycling 
or Hand Operation 


The bench tapper is equipped 
to handle taps from No. 4 to 5/16 
inch in diameter when working on 
cast iron, or to 1/4 inch in diam- 
eter when working on steel. Class 3 
fits can be obtained under normal 
operating conditions. A 1/3-H.P., 
1800-R.P.M., three-phase, 220-volt 
ball-bearing motor drives the ma- 
chine. Dimensions of the tapper 
are as follows: Swing, spindle to 
column, 10 7/8 inches; spindle 
diameter, 1 5/8 inches; maximum 
vertical travel, 2 7/16 inches; 
‘base, 17 by 22 1/2 inches. The 
solid 2 1/4-inch column may be 
replaced with one of extra length 
should the standard 15 1/4-inch 
clearance under the spindle be in- 
sufficient for the requirements. 

Besides these machines, the 
company is also exhibiting electric- 
powered, geared, and hand-oper- 
ated index-tables. In the power 





unit, power transmission is 
through a worm and worm-gear to 
a roller type cam track. The table 
is carried on ball bearings and is 
centralized by a heavy ball-bear- 


TO BE SEEN AT THE 


SHOW 


ing spindle. This table is produced 
in seven diameters, from 10 to 48 
inches. It can be adapted to oper- 
ate either in the vertical or hori- 
zontal plane. 


Barnes Drilling Machine and Hydraulic Unit 
Booth 42 


A new production drilling ma- 
chine will be demonstrated by the 
Barnes Drill Co., 814-830 Chestnut 
St., Rockford, Ill. A feature of 
this machine (Fig. 1) is a wide 





Fig. 1. Barnes Drilling 
Machine with Twelve 
Speeds and Nine Feeds 


range of speeds and feeds, includ- 
ing twelve speeds and nine feeds, 
both selected by dial control. An 


Fig. 2. (Left) Barnes 
Hydraulic Unit with Air 
Traverse 


(Right) Scherr Optical 


Comparator 
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improved feed-engagement control 
is also included. 

The new hydraulic unit shown 
in Fig. 2 is of 2-H.P. capacity, 
and is equipped with air traverse 
for rapid approach, hydraulic feed, 
and air traverse for rapid return. 
These features make the unit de- 
sirable for high-production ma- 
chines with a rapid approach and 
return. By the use of the hy- 
draulic feature, high feed pres- 
sures can be obtained. This unit 
will be incorporated in a special 
high-production machine which 
will be on display. 

Also to be exhibited are a special 
high-production machine incorpor- 
ating a 25-H.P. hydraulic unit; a 
15-H.P. self-contained air-cooled 
unit; a hydraulic honing machine 
with 12-inch stroke and capacity 
for 2-inch diameter work; a hon- 
ing machine incorporating elec- 
tronic and hydraulic controls; and 
a cylinder honing machine de- 
signed for handling large work. 


Scherr Optical Compa- 
rator and Toolmaker’s 
Microscope 
Booth 663 


An entirely new model of op- 
tical comparator, suitable both 
for shadow images in transmitted 
light and reflected images by sur- 
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face illumination, will be seen for 
the first time at the exhibit of the 
George Scherr Co., Inc, 200 
Lafayette St., New York 12, N. Y. 
It is of horizontal design for 
bench use. The beam of light is 
vertical, through a stage in a 
horizontal position. The com- 
parator includes a circular screen 
14 1/2 inches in diameter. 

Also to be shown for the first 
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time is a new model of toolmak- 
er’s microscope for measurements 
in two dimensions with a range 
of 2 inches by 1 inch. It will in- 
clude the following features: An 
erect image in both directions; 
inclination of the microscope post 
to the helix angle of threads; and 
a sharply defined, 30 magnifica- 
tion image on a clear glass 
reticule. 


Geometric Convertible Die-Heads and 
“Supermetric’’ Chasers 


Booth 50 


An improved Style DS convert- 
ible self-opening die-head embody- 
ing many new features will be 
exhibited by the Geometric Tool 
Co., New Haven 15, Conn. This 
die-head (Fig. 1) can be adapted 
for four different types of appli- 
cation by a simple adjustment. 
The new die-head is built in six 
sizes with a cutting range from 
1/16 inch to 1 3/4 inches. 

The combination features of 
this head permit its application 
on practically all types of single- 
spindle automatic and hand screw 
machine set-ups where the die- 
head does not rotate. The head 
is adjustable and can be set for 
pull-off trip or outside trip on 
automatics or it can be set for 
either pull-off or outside trip on 
hand machine applications by 
simply removing the closing pin 
and inserting in its place a clos- 
ing handle. 

A floating shank of the double 
buffer type allows this head to 
yield slightly in starting, thus in- 
suring a smooth thread at the 
start. This also makes close cam- 
ming for lead unnecessary. Be- 
cause of its light construction 


and sensitive tripping action, this 
head is especially suitable for 
cutting fine-pitch threads of short 
lengths. 

“Supermetric” chasers (also to 
be exhibited) are designed to ob- 
tain a high degree of finish and 
accuracy on the work and to have 
increased life. All threads and 
other surfaces of these chasers 
are ground to a high finish by a 
new method of manufacture. 
These ground-thread chasers are 
available in all National Standard 
thread sizes for the 5/16-inch 
Style DS and Style DJ die-heads 
in both regular and projection 
types, and other sizes are being 
developed. 


Dayton Rogers Com- 
pensating Pitman 


Booth 14-C 


Overload on power presses can 
be compensated for by a hydraulic 
overload pitman which will be 
demonstrated by the Dayton Rog- 


Fig. 1. (Left) Geomet- 
ric Convertible Self- 
opening Die-head 
Fig. 2. (Right) “Super- 
metric” Ground-thread 
Chasers 
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TO BE SEEN 





Dayton Rogers Hydraulic 
Overload Compensating 
Punch Press Pitman 


ers Mfg. Co., 2835 Twelfth Ave. 
S., Minneapolis 7, Minn. This 
hydraulic pitman will also in- 
sure a constant working pressure, 
compensating for stock thickness 
variation. It eliminates undue 
strain on the power press, avoid- 
ing the bending of the crank, 
fracturing of the bed frame, or 
excessive strain on the tools and 
dies. 

The hydraulic linkage can be 
arranged to protect any given ton- 
nage, either the maximum ton- 
nage of the press or the tonnage 
at which tools can be used. These 
pitmans are being manufactured 
in sizes suitable for presses with 
working pressures from 30 to 500 
tons. The installation is compar- 
atively simple, as the compensat- 
ing pitman can be substituted for 
the one on the press. 























Fig. 1. (Above) Cincinnati Bickford Radial 
Drilling Machine Equipped with Hydraulic 
Arm and Column Clamp 


Fig. 2. (Right) Portable Horizontal Drill- 
ing Machine to be Exhibited at the Show 
by the Cincinnati Bickford Tool Co. 


Fig. 3. (Below) “Super Service” Precision 
Drilling Machine Equipped with Hydraulic 
Compound Spacer Table 
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Cincinnati Bickford 
Drilling Machines 


Booth 514 


A simplified type of “Super 
Service” radial drilling machine 
(Fig. 1) will be displayed by the 
Cincinnati Bickford Tool Co., 
Cincinnati 9, Ohio. This machine 
has an 11-inch column, a hydraulic 
arm and column clamp, twelve 
speeds, and six feeds. All controls 
are centrally located at the head. 
A larger radial drill, having a 
17-inch column, eighteen feeds, 
and thirty-six speeds, as well as 
hydraulic arm and column clamp- 
ing mechanism, will also be fea- 
tured at the Show. 

Three special machines will also 
be exhibited. One of these—a 
portable horizontal drilling ma- 
chine (Fig. 2) has a reversing 
motor drive, 10-inch spindle 
travel, and hand feed. The ver- 
tical distance from the floor to 
the center of the spindle on this 
machine is adjustable by hand 
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from a minimum of 2 feet to a 
maximum of 5 feet. Six mechan- 
ical spindle speed changes from 
100 to 950 R.P.M. are provided. 
The column is mounted on a slide 
permitting a 2-foot horizontal 
adjustment by hand. Four adjust- 
ing screws, turned by means of a 
handwheel, facilitate leveling and 
raise the machine off its three 
supporting wheels. 

The other two special machines 
to be shown are a “Super Service” 
precision drilling machine de- 


Inclinable Press Built by 

Hydraulic Press Mfg. Co., 

which is Designed for 

Pressures up to 50 Tons 

at Speeds of 100 Strokes 
per Minute 


signed especially for the 
use of a hydraulic com- 
pound spacer table (Fig. 3) 
and a “Super Service” jig- 
boring machine. 


Henry & Wright ‘“‘Speedmaster’”’ 
Dieing Machine 


Booth 131 


Precision guiding for carbide 
and high-carbon, high-chromium 
dies and a speed range designed 
to provide maximum die life are 
features of the new 25-ton “Speed- 
master” dieing machine to be 
shown by the Henry & Wright 
Mfg. Co., 466 Windsor St., Hart- 
fcrd 1, Conn. This machine is 
equipped with a counterbalance 
mechanism that reduces vibration 
to such an extent that the ma- 
chine has been operated at top 
speed without being fastened to 
the floor. It is driven by a vari- 
able-speed transmission through 
a pneumatically actuated friction 
clutch which is electrically con- 
trolled by push-buttons. Single- 
stroke, non-repeat operation, con- 
tinuous operation, and jogging are 
provided for. 

The braking cycle is adjusted 
by a new brake synchronizer that 
stops the machine at the top of 
its stroke, regardless of the oper- 
ating speed. Automatic lubrica- 
tion is supplied to all principal 
bearings. Provision has _ been 
made to permit the use of a sim- 
plified form of stacking chute. 


New 25-ton “Speedmaster” 
Dieing Machine Made by 
Henry & Wright Mfg. Co. 
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The machine is equipped with a 
double roll feed, the right-hand 
unit being arranged to be quickly 
swung open for insertion or re- 
moval of long dies. Both feeds 
are vertically adjustable, and the 
metal line height can be read 
from a graduated scale. The ma- 
chine is provided with a speed 
range of 235 to 700 strokes per 
minute, although tests indicate 
that the latter value can actually 
be exceeded. 





New Hydraulic 
Inclinable Press 
Booth 625 


An all-hydraulic inclinable press 
that can be set for a semi-auto- 
matic or a fully automatic cycle, 
can be tilted to angles of 10, 20, 
or 30 degrees, and is capable of 
speeds of up to 100 strokes per 
minute will be displayed by the 











Fig. 1. Automatic Hollow Rivet Header 
Made by the National Machinery Co. 


Hydraulic Press Mfg. Co., Mount 
Gilead, Ohio. The operating con- 
trols provide for instantaneous 
cycle start and precision inching. 
Pressures from 15 to 50 tons are 
applied by a direct-acting hy- 
draulic ram incorporating booster 
rams for rapid advance and re- 
turn. The closing speed of the 
press is 984 inches per minute, 
the working speed, 84 inches per 
minute, and the opening speed 
790 inches per minute. The ram 
speed is adjustable (though con- 
stant throughout the working 





stroke) at whatever setting is se- 
lected. Power is supplied by a 
7 1/2-H.P., 1800-R.P.M. motor 
directly connected to a radial 
pump. 

The new machine, known as the 
“Economy” press has an all-steel 
welded and stress-relieved frame 
with a 16-inch opening. The work- 
ing stroke is 4 inches, of which 
the last 1 inch is at maximum 
pressure, and the press reverses 
automatically when the predeter- 
mined pressure is reached. A gage 
indicates the pressure conditions. 


National Heading, Tapping, and 
Forging Machines 


Booth 17 


A 3/16-inch automatic hollow 
rivet header of entirely new prin- 
ciple (Fig. 1) will be displayed 
by the National Machinery Co., 
Tiffin, Ohio. Wire is automatically 
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fed into the machine from a coil, 
and hollow rivets are produced at 
the rate of 125 per minute. Rivets 
produced on this machine are 
pierced, thus insuring accuracy of 


Fig. 3. Automatic Cold 
Nut Former of 5/16- 
inch Capacity— Another 
Exhibit of the National 
Machinery Co. 


Fig. 2. National Double-stroke Cold- 
header Equipped with a Solid Die 
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length and uniformity of wall 
thickness. The end to be riveted 
is square. Tool life on this ma- 
chine is many times that previ- 
ously obtained. 

Another machine—a 1/4-inch 
capacity, double-stroke, solid-die 
cold-header (Fig. 2) will be seen 
in production on Phillips screws. 
In addition, a 5/16-inch machine 
of the same type will be operated 
at extremely slow speed to show 
how the machine functions. 

Hexagonal-head cap-screws will 
be produced to a Class III fit, at 
the rate of 85 per minute, on a 
3/8-inch capacity bolt - making 
machine. The wire will be fed 
into the machine automatically, 
and the operations of cutting 
off, extruding, heading, trimming, 
pointing, and roll threading will 
be accomplished simultaneously, a 
complete screw being made on 
each stroke of the machine. By 
virtue of the cold-working, the 
strength of the screw is increased 
over that of the wire from which 
it is made. 

A fully automatic, 5/16-inch 
capacity, cold nut-forming ma- 
chine (Fig. 3), also entirely new 
in principie, will be shown. This 
machine makes single chamfered, 
washer-faced nuts and many other 
standard and special nuts. Round 
stock is automatically fed into the 
machine from a coil, and a finished 
nut, ready for tapping, is produced 
on each stroke. S.A.E. 3/8-inch 
nuts can be produced at the rate 
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Small High-speed Multi- 
Slide Machine to be Ex- 
hibited at the Show by 
the U. S. Tool Company 


of 100 per minute. Scrap loss is 
only half that of previous equip- 
ment, and more accurate, better 
finished nuts are produced. 

Also to be displayed are a 3/8- 









inch capacity, automatic high- 
speed nut-tapping machine; a 
l-inch capacity hot-forging ma- 
chine; and a No. 1 1/2 high-speed 
forging “‘Maxipres.” 


Kaukauna Portable Drilling and 
Tapping Machines 


Booth 117 


Portable horizontal drilling and 
tapping machines to be featured 
at the exhibit of the Kaukauna 
Machine Corporation, Kaukauna, 
Wis., will include a No. 1030 ma- 
chine having a 3-inch diameter 
Nitralloy steel spindle with a 24- 
inch travel. The head can be swiv- 
eled 45 degrees up or down from 
the horizontal. The head slide is 
mounted on the vertical 16-inch 
diameter column, permitting it to 
be raised or lowered 48 inches by 
rapid traverse or “inching.” The 
column can be rotated through 
360 degrees. The column also has 
a horizontal movement of 48 
inches. Nine speeds from 45 to 
800 or 35 to 600 R.P.M. are avail- 
able. Three power feeds of 0.003, 
0.007, and 0.012 inch per revolu- 
tion can be obtained. Tapping to 
a depth of 5 inches is possible 
with the automatic device fur- 
nished. 

The No. 125-HR portable ma- 
chine illustrated has its head 
mounted on two horizontal rails 
which have a 24-inch horizontal 
adjustment. The spindle has a 


? 
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12-inch travel, thus providing a 
total of 36 inches of spindle move- 
ment radially from the center of 
the column. The spindle diameter 
is 2 1/2 inches and the column 
diameter 14 inches. The number 
and range of speeds and feeds, 
and other features of this ma- 
chine, are similar to those of the 
No. 1030 model drilling and tap- 
ping machine. 


Kaukauna Portable Hor- 
izontal Tapping and 
Drilling Machine with 
36-inch Spindle Travel 
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U. S. Tool Multi-Slide 


Machine 
Booth 236 


A new smaller size Multi-Slide 
machine will be displayed by the 
U. S. Tool Company, Inc., Ampere 
(East Orange), N. J. This No. 11 
machine has been designed for 
high-speed operation, and all mov- 
ing parts have been made as small 
as possible. Automatic lubrication 
and a variable-speed drive from a 
1-H.P. motor are features. 

Material up to 3/4 inch wide 
and 1/32 inch thick can be han- 
dled. A feed length of 3 inches 
per stroke is obtainable. The ram 
or die-head stroke is 5/16 inch, 
and the forming slide stroke 1 1/4 
inches. Up to 500 strokes per min- 
ute can be used in stamping small 
formed parts from coil stock. 
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Defiance Universal Mill- 
ing Attachment for Use 
with a Horizontal Bor- 
ing Mill 


Defiance Universal Milling Attachment 


Booth 118 


A universal milling attachment 
that increases the scope of the 
Defiance No. 25A horizontal boring 
mill will be shown by the Defiance 
Machine Works, Defiance, Ohio. 
Constructed with an _ outboard 
bearing to eliminate overhang, 
the attachment permits heavier 
cuts and greater precision. It is 
designed to use a 2 1/2-inch diam- 
eter facing cutter, with a 2 1/2- 
inch spindle adjustment. The 
standard spindle is furnished to 
run at the same speed as the bor- 
ing mill, but it can also be pro- 
vided with a speed ratio of 1 1/2 
‘to lor17/8 tol. The “reach” 


or extension out from the face of 
the spindle case on the boring 
mill is 18 inches. 

Precision milling and drilling 
can be done at an angle in any 
direction. A flat face can be 
milled at any angle concentric 
with the spindle or at right angles 
or parallel to the spindle. The 
head is set at an angle of 45 de- 
grees from the horizontal in the 
illustration and has completed a 
milled slot lengthwise in the work. 
The head can be turned at any 
angle concentric with the spindle 
to mill slots in the end of the 
work-piece. 


Buffalo Forge Co. to Show New Bending Roll 
Booth 616 


A new Type 0A bending roll for 
bending light sections into arcs, 
spirals, or circles will be on dis- 


play at the booth of the Buffalo 
Forge Co., 440 Broadway, Buffalo 
5, N. Y. This machine is capable 
























New Bending Roll which 
is Designed for Bending 
Light Sections, to be 
Displayed at the Show 
by the Buffalo Forge Co. 
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of handling angles up to 1 1/2 by 
1 1/2 by 3/16 inch (leg out) and 
up to 1 1/4 by 1 1/4 by 3/16 inch 
(leg in), as well as 12-gage tubing 
up to 1 inch in diameter. It oper- 
ates at a speed of 17 1/2 feet per 
minute. This unit weighs 1850 
pounds, and is 62 inches high, 34 
inches wide, and approximately 
70 inches long. 

Another development is a loco- 
motive-spring punch and _ shear. 
This machine is capable of cold- 
shearing spring leaves 7 inches by 
3/4 inch in size. It operates at 22 
strokes per minute, weighs 10,000 
pounds, and is about 6 1/2 feet 
high, 6 feet wide, and 6 1/2 feet 
long. 


Davis & Thompson 
Milling and Drilling 
Machines 
Booth 201 


Davis & Thompson Co., Milwau- 
kee 14, Wis., will demonstrate the 
following Roto- Matic machine 
tools, featuring automatic clamp- 
ing or quick hand-clamping of 
work-pieces. Predetermined feeds 
fix the available time for the oper- 
ations and set the pace for the 
machine operator. 

A No. 1-A Roto-Matic contin- 
uous rotary double-end, drum type 
milling machine is equipped with 
automatic chain clamping for 
rough- and finish-milling of front 
suspension control arm trunnions. 
A No. 2-A Roto-Matic continuous 
rotary double-end, drum type mill- 
ing machine features a fixture de- 
signed to hold a variety of sizes 
of bearing caps while rough- and 
finish-milling the bottom, joint 
faces, sides, and ends. All cutter- 
spindles on this machine have 
micrometer endwise adjustment. 
In addition, the finishing spindles 
have an adjustment for heel clear- 
ance of the cutters. 

A No. 8-LV Roto-Matic ver- 
tical eight-spindle continuous drill- 
ing machine has each spindle 
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equipped with a two-spindle drill 
head for drilling two 33/64-inch 
holes in spindle arms. The clamp- 
ing of pieces is automatic, and the 
spindle feed is through a fixed 
cam. A 12-V Roto-Matic vertical 
twelve-spindle continuous drilling 
machine has six spindles provided 
with fixtures for drilling 1 7/8- 
inch holes in one type gear, while 
the other six spindles drill 1 3/4- 
inch holes in another type gear. 
Clamping and spindle feed are 
automatic. 


TO BE SEEN AT THE SHOW 


Centerless Lapping Ma- 
chine Manufactured by 
the Size Control Co. 
Division of American 
Gage & Machine Co. 


Michigan Gear-Finishing Machines 
Booth 426 


A new line of high-production 
crossed-axis rotary gear-finishers, 
consisting of two models in three 
sizes each, will be featured at the 
Show by the Michigan Tool Co., 
7171 E. MeNichols Road, Detroit 
12, Mich. The “870-A Underpass” 
machine illustrated permits selec- 
tion of any one of the following 
three methods of gear finishing: 
Underpass shaving, in which the 
work moves tangentially in rela- 
tion to the cutter; transverse 
shaving, in which the work is 
reciprocated axially and the feed 
is radial; and “Traverpass” shav- 
ing—a new development repre- 
senting a combination of under- 
pass and transverse shaving in 
which the work moves obliquely 
relative to the cutter. Ability to 
select any of the three methods 
makes it possible to finish all kinds 
of gears and short or long involute 
splines. To select any of the three 
methods, it is only necessary to 
rotate the slide for the work- 
head into the proper position. 

For applications where ex- 
tremely wide gears or long splines 
do not have to be provided for, the 
gear-finisher is available without 
the up-feed movement of the knee; 
this model is known as the “870 
Underpass.” Features of this 
model include a quick-acting cam- 
lock tailstock; location of the 
work above the cutter to simplify 
loading; and a new type of ma- 
chine guard with a rotary-action 
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lift cover which completely shrouds 
the cutter and work during cut- 
ting. A motor-driven cone drive, 
geared, 30 to 1 speed reducer is 
used in the machine head for the 
slide movement. An electrical con- 
trol panel is provided for auto- 
matic machine cycle. 

Both models of these machines 
are available in three sizes, han- 
dling gears up to 8, 12, and 18 
inches, respectively. The minimum 
diameter of gears is 1 inch in all 
cases, with maximum face width 
of 5 inches on standard centers. 
The maximum distance between 
centers is 26 1/2 inches. The ma- 
chines will take 10-inch cutters. 

























“Underpass” Machine 

that Permits Selecting 

Any One of Three Gear- 

finishing Methods, to be 

Exhibited by Michigan 
Tool Co. 





Centerless Lapper 
Booth 401 


The centerless lapping machine 
to be exhibited by the Size Con- 
trol Co., Division of American 
Gage & Machine Co., 2500 Wash- 
ington Blvd., Chicago, Ill., is de- 
signed to give a precision finish 
of less than 2 micro-inches on 
cylindrical parts. These lapping 
machines require no special skill 
for their operation, nor are spe- 
cial tools or costly set-ups neces- 
sary. Both rough- and finish-lap- 
ping operations can be performed 
on the dual rolls of this machine. 

A comprehensive line of gages 
will also be exhibited, including 
reversible “Go” and “No Go” plug 
and thread gages, snap and ring 
























Fig. 1. (Left) Baker 

Crank-action Type 

Machine Designed for 
Cutting Keyways 


Fig. 2. (Below Left) 
Hydraulic Feed Unit 
with Automatic Cycle 
to be Exhibited by 
Baker Brothers, Inc. 


gages, and Norbide gages. An 
animated reversible gage, several 
feet long and mechanically oper- 
ated, arranged especially to illus- 


trate the advantages of this par- 
ticular type of work inspection 
instrument, will be a feature of 
the display. 


New Equipment to be Exhibited by 
Baker Brothers 


Booth 639 


A detachable hydraulic pump 
unit of new and different design, 
featuring direct electric control 
of the advance feed, return, and 
neutral cycle, will be demonstrated 
by Baker Brothers, Inc., Toledo 
10, Ohio. The pump is incorpor- 
ated in an outside pump-sump 
system. 

Another machine to be shown is 
an electronic-feed vertical drilling 
machine with automatic hydraulic 
cycling system. Feed rate is vari- 
able over a large range. Dwell 
operations and several different 
rates of speed are also available. 

The Model No. 0 crank-action 
type keyseater (Fig. 1) is capable 
of cutting keyways in mild steel 


up to 9 inches long by 1 inch wide 
at a feed of 0.005 inch. The Model 
No. 7 1/2 AA-14 self-contained 
hydraulic feed unit (Fig. 2) is 
adapted for vertical, horizontal, or 
angular mounting on flat ways. 
The unit is provided with auto- 
matic cycling, the standard cycle 
consisting of rapid traverse for- 
ward, feed, and rapid traverse 
return. It can be furnished with 
single or multiple spindles, posi- 
tive stop, and delayed reverse. 
Also to be displayed are a Model 
No. 3 contour grinder; a Model 
17-HO vertical hydraulic - feed 
drilling machine; and a Model 60 
HO-4 heavy-duty vertical, hy- 
draulic boring machine. 


Fig. 2. (Right) Small Size 
Solenoid Valve Made by 
the Skinner Chuck Co. 
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Skinner Chucking 
Equipment 
Booth 638 


The high-speed rotating air 
cylinders to be shown by the 
Skinner Chuck Co., 342 Church 
St., New Britain, Conn., are rec- 
ommended for installation on drill 
presses and other machines oper- 
ating at speeds up to 3000 R.P.M. 
These cylinders, in sizes from 
4 1/2 to 12 inches in diameter, are 
made of aluminum-alloy forgings. 

This equipment combines in a 
single unit, requiring minimum 
space, a standard air chuck and 
non-rotating cylinder holding unit. 





Front and Rear 


Fig. 1. 
Views of Skinner Alumi- 
num Rotating Air Cylinders 


The hand-operating valve can be 
mounted on the unit or separately. 
The unit can be made up of 
any standard Skinner air chuck 
mounted on a cylinder of the 
proper size to develop the holding 
pressures required. 

A small solenoid valve for use 
with 1/8- to 3/8-inch pipe will 
also be displayed. Soft synthetic 
inserts on_ stainless-steel seats 
prevent leakage. These valves are 
spring-loaded to insure positive 
closing in any position, and all 
standard valves are suitable for 
continuous or intermittent duty. 
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Fig. 1. (Left) Federal Automatic Gage that Classifies Balls or Rollers for Precision 





Bearings into Eight Categories. Fig. 2. (Right) A Combination of Federal Electricator 


and Arnold Grinding Gage 


Can be Used _ with 


Suitable 


Controls to Stop an 


Operation when the Work is Finished to Size 


Federal Automatic Gages 
Booth 47 


For the rapid inspection of pre- 
cision parts, the Federal Products 
Corporation, 1144 Eddy St., Prov- 
idence 1, R. I., has developed a 
line of automatic electronic gages 
that will be on display at the 
Show. This type of gage is adapted 
for the inspection of a wide va- 
riety of products. One unit gages 
the diameter, throughout the 
length, of piston-pins, and auto- 
matically sorts the pins into three 
categories—over size, under size, 
and within limits. Another gage 
classifies fountain pen barrels into 
four categories of diameter and 
rejects barrels that are over or 
under size in length. Still a third 
gage sorts balls and rollers for 


anti-friction bearings into eight 
bins, as shown in Fig. 1. Inspec- 
tion is at the rate of 90 to 100 
pieces per minute in increments 
as small as twenty millionths of 
an inch. 

Similar electronic principles 
have been applied in the Federal 
Electricator to control size direct- 
ly on a machine. By this method, 
the machine can be controlled so 
that the operation stops when the 
work is finished to size. In Fig. 2, 
the Electricator is shown built 
into an Arnold grinding gage, 
which can be mounted on any cyl- 
indrical grinder. Many other Fed- 
eral improved air and indicating 
gages will be exhibited. 


Westinghouse High-Temperature Motor 
Booth 451 


A silicone-insulated motor that 
weighs only 60 per cent as much 
as an electric motor of conven- 


tional design and that has corre- 
spondingly smaller dimensions will 
be exhibited by the Westinghouse 


Electric Corporation, Pittsburgh 
30, Pa. This type of insulation, 
in addition to the use of silicone 
grease for bearing lubrication, 
makes possible a totally enclosed, 
non-ventilated motor in the 3- and 
5-H.P., four-pole rating with the 
same frame sizes as the open 
motor of the same rating. This 
permits reductions of as much as 
three frame sizes from present 
standard Class A insulated motors. 
The efficiency, power factor, and 
torque of such a motor are com- 
parable to those for an open motor 
of the same rating. 

Fig. 1 illustrates the size reduc- 
tion possible through the use of 
silicones. The motor on the left 
is a 5-H.P., 1750 R.P.M., four-pole, 
silicone-insulated motor in a No. 
254 frame; the one on the right 
has the same rating, but is Class 
A insulated and is in a No. 326 
frame. The weight, by using sili- 
cone, is reduced from 250 pounds 
to 145 pounds. The height is re- 
duced 3 1/4 inches and the length 
7 1/4 inches. 

Another new unit—a “Life- 
Line” gear-motor having a rolled 


Fig. 1. (Left) Westinghouse 


Silicone-insulated Motor 
Motor. 


Fig. 2. (Right) “Life-Line” 


and Conventional 


Gear-motor 
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Fig. 1. Improved Wilson 
Rockwell Hardness Tester 


steel frame— will also be shown. 
A single reduction unit accommo- 
dating a maximum gear ratio of 
6.25 to 1, and two double reduc- 
tion types for maximum gear ra- 
tios of 25.7 to 1 and 58.3 to 1, 
respectively, are available. 

This combination of unit types 
and motors makes these drives 
available over a 1- to 15-H.P. 
range, with output speeds of 780 
to 16.5 R.P.M. They are supplied 
with “Life-Line” alternating-cur- 
rent motors in open protected, 
splash-proof, and totally enclosed 
construction, and in all regularly 
used voltages and frequencies. 


Wilson Hardness 
Testers 
Booth 452 


The Wilson Mechanical Instru- 
ment Co., Inc., 230-D Park Ave., 
New York 17, N. Y., will have in 
operation improved models of the 


















LATEST PRODUCTION EQUIPMENT TO BE SEEN 





Rockwell hardness tester shown in 
Fig. 1, as well as a redesigned 
model of the Rockwell superficial 
hardness tester. Many improve- 
ments have been incorporated in 
these models, including stainless- 
steel elevating screws, convenient- 
ly located controls, and improved 
finish. Also in operation will be 
the Tukon tester, illustrated in 
Fig. 2, for determination of the 
Knoop hardness number, as well 
as the 136-degree diamond hard- 
ness number (Vickers type test). 
Another model is a micro-hardness 
tester, which makes possible hard- 
ness testing using extremely shal- 
low indentations, and which is 
used for testing the quality of 
minute tools and parts; it can also 
be used for testing thin metal, 
shallow superficially hardened sur- 
faces, fine wire, and certain indi- 
vidual crystals or particles of 
microscopic size. 


Armstrong-Blum 
Sawing Machines 
Booth 550 


A new “Marvel” hydraulic band- 
sawing machine will be demon- 
strated by the Armstrong-Blum 
Mfg. Co., 5700 Bloomingdale Ave., 
Chicago 39, Ill. This No. 15 ma- 
chine incorporates a new develop- 
ment in saw blades—a high-speed 
steel endless band saw blade 1 1/2 
inches wide by 0.072 inch thick,. 
with widely spaced teeth. It has 
a capacity for cutting off solid 
bars of even the toughest steels: 
up to 15-inch square solids at a. 
high rate of production. 

The machine has full hydraulic: 
direct drive, feed, work clamping,. 
and end-gage retraction. It is 
equipped with a new fully auto- 
matic bar feed or work push-up 
that provides fast travel for long 
lengths with automatic slow-down 
as the work approaches the end 


Fig. 2. Wilson Tukon Tester 
for Determining Micro- and 
Macro-hardness Numbers 
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gage or measuring stop. A newly 
developed torque control valve 
automatically adjusts the feed 
pressure to maintain a constant 
pulling load on the blade. 

Also to be exhibited is a No. 18 
“Marvel” hydraulic ‘Roll-Stroke”’ 
hacksaw machine equipped with a 
new power-driven, work-handling 
table for extremely long lengths 
of material. The table provides 
accurate measurement of any de- 
sired length of work to be cut off, 
with provision to run the cut-off 
work beyond the measuring end 
gage to facilitate straight-line 
handling of work. 


Improved Spindle 
Assemblies for Covel 
Grinders 
Booth 636 


New type spindle assemblies, 
designed especially for use with 
diamond wheels in grinding car- 





Covel Spindle Assembly for 
Diamond Grinding of Carbide 
Tools on Cutter Grinders 


pide cutters on the Nos. 12 and 22 
universal cutter and tool grind- 
ers, built by the Covel Mfg. Co., 
Benton Harbor, Mich., will be seen 
at the Show. The cartridge type, 
spring-loaded, precision ball-bear- 
ing, “sealed-for-life” spindle has 
reversible rotation, so that rough 
and finish grinding can be accom- 
plished without changing wheels 
or disturbing the set-up. Coarse 
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and fine wheels are mounted at 
the two ends of the spindle, and 
the head can be swiveled 180 de- 
grees to bring either wheel into 
the working position. The rota- 
tional direction of the spindle is 
controlled by a push-button. A 
tank mounted on the head pro- 
vides a constant flow of lubricant 
to the wheels. 

The Covel No. 15 and No. 20 
surface grinders to be demon- 
strated are provided with hard 
chrome table ways and “sealed- 
for-life” ball-bearing spindles. 


Reliance Squirrel-Cage 
Motors 
Booth 302-C 


A line of squirrel-cage alter- 
nating-current motors that can be 
used for machine tool drives of all 
types will be displayed by the 
Reliance Electric & Engineering 





“Precisioneered” 


Reliance 
Squirrel-cage Alternating- 
current Motor 


Co., 1077 Ivanhoe Road, Cleve- 
land 10, Ohio. These motors, which 
range in capacity from 1 to 200 
H.P., are available in foot-mount- 
ed, end-mounted, and  flange- 
mounted types, and in totally 
enclosed or fan-cooled designs. 
Features of the new line include 
all-steel frames, welded cores, 
aluminum pressure-cast rotors, 
the Reliance precision bearing 


Haskins New Flex- 
ible-shaft, High-speed 
Grinder which can be 
Used in either a Ver- 
tical or a Horizontal 
Position 


mounting, and special insulation. 

Also to be featured by this 
company is the V*S Drive System, 
a packaged all-electric drive for 
alternating-current circuits that 
provides a number of essential 
control functions to increase op- 
erating flexibility and simplify 
control of lathes, boring mills, 
and other types of machine tools. 
These drives provide  stepless 
speed changes over an _ infinite 
operating range; controlled accel- 
eration and deceleration; and 
slow speeds for jogging, “creep- 
ing,” and threading. All functions 
can be controlled either electric- 
ally or electronically. 


od 


Haskins Flexible-Shaft 


Grinder 
Booth 675 


A flexible-shaft high - speed 
grinder for light hand grinding, 
finishing, trimming, and polishing 
will be shown in operation by the 
R. G. Haskins Co., 2643 W. Har- 
rison St., Chicago 12, Ill. The new 
grinder is available in either 
pedestal or bench types. It is 
equipped with a 1/4-H.P. high- 
torque motor that delivers 18,000 
R.P.M. (free speed), and operates 
on 115-volt alternating or direct 
current. 


Fafnir ‘‘Plya-Seal”’ Bearings 
Booth 438 


An addition to the line of “Plya- 
Seal” bearings will be displayed 
by the Fafnir Bearing Co., New 
Britain, Conn. These new series 
bearings—designated W-PP—are 
the same width as the standard 
double-row ball bearing, but have 
only a single row of balls. “Plya- 
Seals” are provided on both sides 
for the retention of lubricant and 
the exclusion of foreign material. 

The principal advantage of this 
bearing is the fact that it is a 
self-contained, anti-friction unit 
carrying a large sealed-in supply of 
grease that is ample for years 
of operation. Use of a single row 
of balls in a double-row width pro- 
vides space for a long-time supply 
of grease without total filling, 
thus permitting “breathing,” 
grease expansion due to aeration, 
and agitation under high speeds 
without leakage. The double width 


MACHINERY, September, 1947 — 246-E 


insures better shaft and housing 
support without slippage; the 
wide inner-ring face provides 
“pull-off” face area over standard 
shaft shoulder diameters. The 
W-PP bearings are being pro- 
duced in bore sizes from 20 to 70 
millimeters. 


New Prelubricated Bearing 
to be Exhibited by the Fafnir 
Bearing Co. 
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Cushman Air-operated 


“Accralock” 
Adjustment 


Chuck with 
Positive Jaw 


Cushman Air Chucks, 


Cylinders, and Controls 
Booth 271 


The Cushman Chuck Co., Hart- 
ford 2, Conn., will exhibit a com- 
plete new line of air-operated 
power chucks, air cylinders, and 
control equipment. The air-oper- 
ated power chucks will include 
serrated adjustable-jaw, screw ad- 
justable-jaw, and manufacturing 
and compensating jaw styles. Also, 
two-jaw gib type and round-body 
chucks and collet chucks will be 
exhibited. The serrated adjust- 
able-jaw chucks, such as the one 
illustrated, will feature the new 
““Accralock” positive precision 
jaw adjustment. Wrench-operated 
chucks and collet chucks for lathe 
spindle noses will also be shown. 


Holo-Krome Socket 


Cap-Screws 
Booth 33-D 


A line of flat-head socket cap- 
screws that are cold-forged from 
special alloy steel will be exhibited 
by the Holo-Krome Screw Corpo- 
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ration, Hartford 10, Conn. The 
forging process, which is used to 
form all portions of the screw 
with the exception of the threads, 





is said to insure high strength 
and maximum accuracy. Other 
Holo-Krome products will also be 
exhibited. 


Eastern Machine Screw Corporation Will 
Show New Line of Die-Heads 
Booth 160 


A line of special die-heads for 
cutting taper pipe threads to ac- 
commodate 1/16- to 2-inch pipe, 
will be featured by the Eastern 
Machine Screw Corporation, New 
Haven 6, Conn. These revolving, 
self-opening die-heads have a self- 
contained cam that controls the 
exact taper wanted. 

In addition to producing pipe 
threads that are correct for taper 
and fit, these heads eliminate 
chaser marks usually left along 





Fig. 1. Eastern Die-head for 
Use on Pipe-threading Ma- 


and Turret Lathes 


chines 


the thread when a jam cut is made 
by an ordinary self-opening die- 
head. In the TM style (Fig. 1), 
provision is made for the instal- 
lation of a tool for reaming and 
chamfering the pipe end at the 
same time the threads are being 
cut. Style TM die-heads are for 
use on pipe-threading machines 
and turret lathes, while the TMM 
head (Fig. 2) is for use on mul- 
tiple-spindle automatic screw ma- 


Flat-head Socket Cap-screw 
Made by Holo-Krome Screw 
Corporation 





Fig. 2. Self-opening, Pipe- 
thread Die-head for Use on 
Automatic Screw Machines 


chines. A third model—the DMT 
head—was developed for use with 
Brown & Sharpe automatic screw 
machines. 

The H&G solid adjustable die- 
head with compensating tap- 
holder, shown in Fig. 3, permits 
tapping an internal thread and, 
at the same time, cutting an ex- 
ternal thread of different pitch. 
Tool space as well as a cam lay- 





Fig. 3. H & G Solid Adjust- 
able Die-head with a Com- 
pensating Tap-holder 


out is saved, thus resulting in an 
increase in production. The same 
insert chasers that are used in 
other H&G opening heads will 
fit this die-head. 
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Marlin-Rockwell 
“Synthe-Seal’”’ Bearings 
Booth 156 


Seals made of soft, synthetic 
rubber with a_ steel core for 
strength are features of the 
“Synthe-Seal” line of ball bear- 
ings to be placed on display by 
the Marlin-Rockwell Corporation, 
Jamestown, N. Y. These bearings 
are made in standard SAE 
single-row bores, outside diam- 
eters, and widths, and are pro- 
vided with seals on one or both 
sides. 

The synthetic rubber wiping lip 
of the seal contacts a ground 





Cutaway View of the Marlin- 
Rockwell Ball Bearing with 
Synthetic Rubber Seals 


curved surface on the inner race 
of the bearing, as shown, thus 
retaining the lubricant in the 
bearing and excluding dirt or grit. 
The seal can be removed or re- 
placed in a few seconds without 
special tools. The synthetic rub. 
ber used for the seals is not 
affected by water, oil, grease, or 
solvents, and remains pliable 
throughout its long life. The seals 
are satisfactory for bearing oper- 
ations at temperatures varying 
from 225 degrees F. to minus 30 
degrees F. 
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Coolant under Pressure 
from the Machine Pump 
is Used for Feeding the 
Work in This Hy-Level 
Bar-feed Attachment 
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Hy-Level Liquid Pressure Bar-Feed Attachment 
Booth 328-C 


An attachment to eliminate 
feed-tubes, feed-fingers, silencers, 
extended pusher-rods and other 
extra equipment, has been devel- 
oped by the Hy-Level Screw Prod- 
ucts Co., 2114 W. Superior Ave., 
Cleveland 13, Ohio. The valve and 
packless piston design of this at- 
tachment makes possible the use 
of a pump and coolant in the 
machine. Uniform pressure is 
applied only during the feed cycle. 


The bar being fed is automati- 
cally lined up and enters the collet 
freely. Bar end lengths up to about 
1 1/8 inches can be held. No bar 
ends remain in the spindle. Bars 
up to 3/32 inch over the regular 
machine capacity size can be 
handled. The new bar-feed at- 
tachment is designed for use on 
Brown & Sharpe automatic screw 
machines and on _ single-spindle 
Cleveland automatics. 


Carboloy to Show New Line of 
Carbide Boring-Bars 


Booth 655 


Boring-bars made of solid Car- 
boloy cemented carbide, making 
possible the precision boring of 
holes having a length to diameter 
ratio as high as 8 to 1, are to be 
shown at the exhibit of the Car- 
boloy Company, Inc., Detroit 32, 


(Upper View) Car- 

bide Boring-bar with 

Brazed Tool. (Lower 

View) Carbide Boring- 

bar with Steel Insert 
in One End 


| 
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Mich. The greater stiffness in- 
herent in the carbide metal keeps 
these tools from backing away 
from the work and also from 
“winding up” in the hole. 

Two types are available—a solid 
carbide bar with a carbide boring 























MACHINERY, September, 1947 — 246- 












BPO HA Tesh 4h 





PS Se oh BA" ‘ 





tool brazed into a recess in one 
end of the bar (shown in the up- 
per view of the illustration) ; and 
a solid carbide bar carrying a 
steel insert at one end of the bar 
in which the carbide boring tool 
is held and adjusted by means of 
set-screws, as seen in the lower 
view. 

The first type of bar is avail- 
able in only one size, 3 1/2 inches 
long and 0.218 inch in diameter. 
The tool can be furnished in vari- 
ous grades and is suitable for 
boring holes from 1/4 to 3/8 inch 
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diameter. The other type bar, 
with steel insert, is available in 
seven sizes. Range of boring di- 
ameter varies from 1/4 up to 1 
inch, in increments of 1/8 inch. 

Solid Carboloy boring tools for 
use with the steel-insert boring- 
bar are furnished finish-ground 
and ready to use in grades suit- 
able for both steel cutting and for 
the boring of cast iron and other 
materials. These tools range in 
size from 0.0932 inch diameter by 
9/32 inch long to 0.1870 inch di- 
ameter by 1 inch long. 


Twin Disc Hydraulic Coupling 
Booth 453 


The Twin Disc Clutch Co., 
Rockford, IIll., will feature small 
hydraulic, twin-dise couplings for 
use with electric motors from 1 
to 25 H.P. in its display at the 
Machine Tool Show. These units, 
which range in size from 7.4 to 
12.2 inches in diameter, supple- 
menting the larger coupling made 
by the company, insure smooth 
acceleration, prevent stalling, and 
eliminate the need for protective 
devices between the motor and the 
load. 

Another product to be exhibited 
is the Model P air-actuated clutch. 
This clutch is especially suited for 


Cutaway View of the New 
Twin Disc Hydraulic Clutch 








heavy type machinery, such as 
punch presses, brake presses, and 
forging machines, as well as for 
applications where remote control 
and ease of operation are desired. 
An outstanding feature of the 
clutch is its freedom from the 
necessity of adjustment. Sizes 
range from 14 to 42 inches in 
one, two, and three-plate construc- 
tion, and working capacities from 
75 to 13825 H.P. 


McGill Cam-Yoke 
Roller Bearings 
Booth 549 


A complete line of cam-yoke 
roller bearings will be featured 
by the McGill Mfg. Co., Inc., 400 
N. Lafayette St., Valparaiso, Ind. 
Added to the company’s “Multi- 
rol” cam follower line, these bear- 
ings were designed to increase 
the adaptability of cam-follower 
applications where mounting of 
the roller unit on a shaft is de- 
sirable. Bore diameters range 
from 0.250 to 1.25 inch. These 
bearings are equipped with small- 
diameter, rounded-end rollers. 
Sturdy end plates are permanently 
secured to inner ring shoulders to 
retain the rollers in the manner 
indicated in the accompanying 
illustration. 
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One of a New Line of 
Offset Tool-holders Devel- 
oped by Super Tool Co. 


Offset Holders for 
Carbide Tools 


Booth 676 


A complete line of offset ejector 
tool-holders, added to the com- 
pany’s line of straight ejector 
tool-holders, will be featured by 
the Super Tool Co., 21650 Hoover 
Road, Detroit 13, Mich. These new 
tools have all the advantages of 
the straight type holder plus the 
ability to handle facing and bor- 
ing operations that are difficult to 
reach with the latter type. 

They are designed to hold an 
insert of solid carbide without 
clamping strains, and allow the 
chips freedom from interference 
with the clamping mechanism. 
The angle at which the carbide 
insert is held gives maximum 
economy in regrinding and pre- 
vents the wheel from coming in 
contact with the steel holder. 


Cam-yoke Roller Bearings 
Made by McGill Mfg. Co. 
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Index of New Equipment at Show 
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Micromatic Precision Honing 
Equipment 
Moline “Hole Hog” Drilling 
and Boring Machines. 
Monarch Manufacturing 
Lathe, Screw Machine, and 
Electronic Sizing Control. 
Morton Hydraulic Keyway Cut- 
ter and Slotting Machine... 
National Acme Bar Auto- 
matics and Other Tools 
National Automatic Tool Co.’s 
Multiple Drilling and Tap- 
ping Machines —_.. 
National Broach & Machine 
Co.’s Red Ring Diagonal 
Gear-Shaver and Rotor 
Shaving Machine -_....._. 
National Machinery Co.’s 
Heading, Tapping, and 
Forging Machines ________ 
New Britain Automatic Screw 
Machines and Turret Lathes 
Norton’s New Grinders________ 
Oilgear Vertical Cyclematic 
Broaching Machine 
Oliver Templet Tool-Bit 
Grinders 
O’Neil-Irwin Di-Acro Notch- 
ing Shear 
Oster Lathes and Threading 
Machines 
Peerless Improved Mechani- 
Cut Saws 
Physicists Research Surface 
Checking Instruments 


194 


246-H 


. 246-A 


154 


169 


165 


194 


. 190 


218 


219 


244 


173 
202 


214 


201 


237 


189 


239 


. 205 
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Potter & Johnston Turret 





Lathes ____. 196 
Pratt & Whitney Jig 
Grater RE 
Reliance Squirrel-Cage 
RE eee 246-E 
Rivett Tool-Room Grinding 
Machine and Lathes... 220 
Rockford Hy-Draulic Planers, 
Shapers, and Slotters_._..__. 204 
Rogers (Dayton) Compen- 
sating Pitman... ==sa24 


Sapphire Burnish-Sizing Tool 188 
Scherr Optical Comparator 
and Toolmaker’s Microscope 240 


N addition to the new or im- 

proved machines illustrated and 
described in the preceding pages, 
there will be many other interest- 
ing exhibits at the Machine Tool 
Show, a few of which are briefly 
described in the following: 


Abrasive Machine Tool Co., Inc., 
East Providence 14, R. I. (Booth 
126) will exhibit an 8- by 24- by 
12-inch surface grinder equipped 
with tool-steel ways, electronic 
control for variable wheel and 
table speeds, and automatic lubri- 
cation which will stop the motor 
if the oil pressure drops. Also to 
be exhibited are a _ carbide-die 
grinder and a circular graduating 
machine for calibrating hand- 
wheels and dials. 


Ahlberg Bearing Co., 3025 W. 
47th St., Chicago 32, Ill. (Booth 
673) will feature a moving dis- 
play showing how internal self- 
aligning ball bearings compensate 
for misalignment of shafts. Ball 
and roller bearings and pillow 
blocks will also be displayed. 


Allegheny Ludlum Steel Corpo- 
ration, Pittsburgh, Pa. (Booth 
645) will display carbides, and 
tool, stainless, and electrical steels. 
Carbide die sections will actually 
be designed at the Show. 


Louis Allis Co., Milwaukee 7, 
Wis. (Booth 143) will exhibit its 


Seneca Falls Lo-Swing Auto- 
matic Lathe and Drilling 
and Centering Machine 182 

Sheffield New Equipment 186 

Size Control Co.’s Centerless 
Een 246-A 

Skinner Chucking Equip- 





ment —..______.... 246-B 
Smith & Mills Shapers________. 189 
Stuart Centerlube_..... = 193 


Sundstrand Triplex Milling 
Machine and Automatic 


Super Tool Co.’s Offset Hold- 
ers for Carbide Tools 246-H 


“‘Ajusto-Spede” variable-speed mo- 
tor drive for machines and other 
shop equipment requiring a con- 
stant torque input. 


American Broach & Machine 
Co., Division of Sundstrand Ma- 
chine Tool Co., Ann Arbor, Mich. 
(Booth 22) will demonstrate sev- 
eral broaching machines and a 
complete line of broaches and pull- 
heads. 


Ampco Metal, Inc., 1745 S. 38th 
St., Milwaukee 4, Wis. (Booth 
328T) will exhibit sand and cen- 
trifugal castings, extruded rod 
and tubes, continuous cast alloys, 
and resistance and arc welding 
electrodes. 


Axelson Mfg. Co., 6160 S. Boyle 
Ave., Los Angeles 11, Calif. 
(Booth 232) will have on display 
16-, 20-, and 25-inch heavy-duty 
engine lathes featuring two-speed 
tailstocks for heavy drilling, 
built-in reverse disk clutches, and 
hydraulic disk brakes. 


W. F. & John Barnes Co., 301 
S. Water St., Rockford, Ill. (Booth 
129) will demonstrate the com- 
pany’s standard self - contained 
hydraulic drilling units. 


Bunting Brass & Bronze Co., 
Toledo 9, Ohio (Booth 317B) will 
feature a variety of cast-bronze 
bearings, equipment illustrating 
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Thompson New Grinding 





Re ee ee 196 
Twin Dise Hydraulic 
Cee 246-H 
U. S. Tool Multi-Slide 
aa 245 
V & O High-Speed Notching 
Press __. 230 
Warner & Swasey New De- 
wets... 222 
Westinghouse High-Tempera- 
ae 246-C 
Wiedemann Turret Punch 
EEE ee meee 227 


Wilson Hardness Testers__....246-D 


the use of sleeve bearings, and 
metallic ores from which bearing 
bronzes are made. 


Carborundum Co., Niagara Falls, 
N. Y. (Booth 36) will exhibit the 
new Series 20 grinding wheels de- 
scribed on pages 156 and 157 of 
August MACHINERY. 


Chicago Drillet Corporation, 
1729 N. Winchester Ave., Chicago 
22, Ill. (Booth 649) will display 
their drill press turret heads and 
universal box jigs. 


DoAll Co., 254 N. Laurel Ave., 
Des Plaines, Ill. (Booth 37) will 
exhibit cutting tools, band saws, 
files, cutting oils, lubricants, and 
machine tool accessories. This 
company will also have an exhibit 
at Booth 100 of the Production 
and Machine Tool Show, Inter- 
national Amphitheater, Chicago, 
and at the company’s plant in Des 
Plaines. 


General Machinery Corporation, 
Niles Tool Works Division, Ham- 
ilton, Ohio (Booth 110) will fea- 
ture models of the line of heavy 
machinery made by the company, 
and animated descriptions of their 
products and facilities. 


Hardinge Brothers, Inc., Elmira, 
N. Y. (Booth 45) will demonstrate 
their complete line of machine 
tools and accessories, including 
multi-operation chucking ma- 
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chines, high-speed second-opera- 
tion machines, lathes, milling ma- 
chines, collets, chucks, feed-fin- 
gers, fixtures, and tools. 


Hyatt Bearings Division, Gen- 
eral Motors Corporation, Harri- 
son, N. J. (Booth 433) will dis- 
play the “Hy-Load” line of cyl- 
indrical roller bearings, and will 
show specific examples of bearing 
applications. 


Hydro-Power, Inc., Springfield, 
Ohio (Booth 625) will feature a 
newly designed line of reversible 
hydraulic gear pumps. 


Ideal Industries, Ine., 1011 
Park Ave., Sycamore, Ill. (Booth 
448) will demonstrate a new elec- 
tric “Thermo-Grip” soldering kit, 
a redesigned electric cleaner of 
the air-blower type, and a heavy- 
duty live center. 


Independent Pneumatic Tool Co., 
600 W. Jackson Blvd., Chicago 6, 
Ill. (Booth 404) will exhibit the 
new Thor impact wrenches, and 
pneumatic and electric tools. 


Charles L. Jarvis Co., Middle- 
town, Conn. (Booth 313C) will 
feature a line of high-speed, cus- 
tom-finished taps and dies known 
as the Jarvis-Dowding tools, and 
the ‘“Torqomatic” torque-driven 
tapper. 


Kennametal, Inc., Latrobe, Pa. 
(Booth 570) will show a line of 
tools having a cylinder of Kenna- 
metal mechanically clamped in a 
steel holder; single-point tools 
with both clamped and brazed 
carbide tips; milling cutters; roll- 
turning tools; solid carbide boring 
tools; carbide balls for check- 
valves, hole sizing and hardness 
testing; carbide rolls for metal fin- 
ishing; and wear-resistant parts. 


Logansport Machine Co., Inc., 
Logansport, Ind. (Booth 113) will 
display its redesigned line of air 
control valves described in the 
Shop Equipment News Section of 
June MACHINERY. 


Lovejoy Tool Co., Inc., Spring- 
field, Vt. (Booth 153) will exhibit 
its line of face milling cutters 
with positive-locking interchange- 
able blades, ‘“Cutsall” carbide- 
tipped milling cutters, and other 
tools. 


New Departure Division, Gen- 
eral Motors Corporation, Bristol, 
Conn. (Booth 604) will feature 
examples of various types of ball 
bearings used in many new ma- 
chine tools. 


Norma-Hoffmann Bearings Cor- 
poration, Stamford, Conn. (Booth 
313A) will exhibit a line of ball, 
roller, thrust, and totally sealed 
cartridge bearings. 


Oakite Products, Inc., 18 Thames 
St., New York 6, N. Y. (Booth 
817G) will exhibit soluble oils for 
coolants, additives for cutting 
emulsions, “Bactericide” for steril- 
ization, and rust preventive oils. 


Parker Appliance Co., 17325 
Euclid Ave., Cleveland 12, Ohio 
(Booth 302D), will demonstrate 
the laying out and servicing of 
flexible-tube systems, and display 
tubing system components, includ- 
ing valves and fittings. 


Plan-O-Mill Corporation, 1511 
E. Eight-Mile Road, Hazel Park, 
Mich. (Booth 408) will show the 
company’s standard No. 1 planet- 
ary thread and form milling ma- 
chine, auxiliary equipment, tools, 
and parts produced on this ma- 
chine. 


Parker-Kalon Corporation, 202 
Varick St., New York 14, N. Y. 
(Booth 248A) will exhibit a giant 
model of a socket-head cap-screw 
and a set-screw. 


Pioneer Pump & Mfg. Co., 
19643 John R St., Detroit 3, Mich. 
(Booth 35F) will display several 
styles of Pioneer and Rollway 
pumps. 


Precise Products Co., 1328-30 
Clark St., Racine, Wis. (Booth 
87C) will demonstrate portable 
electric hand tools, carbide milling 
cutters, flexible-shaft attachments, 
a “Vari-speed” lathe, commu- 
tator under-cutter, and a wire 
stripper. 


Roller Bearing Co. of America, 
Trenton 3, N. J. (Booth 18B) will 
exhibit a series of roller followers 
for machine tools, internal com- 
bustion engines and numerous 
other applications. 


Ross Operating Valve Co., 6455 
Epworth Blvd., Detroit 10, Mich. 


(Booth 313B) will exhibit a new 
small-size poppet type air-control 
valve for either hand-lever or 
foot-treadle operation. 


SKF Industries, Inc., Front 
St. and Erie Ave., Philadelphia 32, 
Pa. (Booth 666) will feature cut- 
away models of anti-friction bear- 
ings, bearing mountings, and an 
oil-mist lubricator for spindle 
bearings. 


Staples Tool Co., Cincinnati 25, 
Ohio (Booth 47F) will display 
single-point and circular carbide 
tools, including turning, boring, 
facing and roller turner tools, 
milling cutters, and form tools. 
An expansion reamer will also be 
shown. 


Synthane Corporation, Oaks, 
Pa. (Booth 34B) will exhibit hun- 
dreds of laminated and molded- 
laminated parts. 


Taft-Peirce Mfg. Co., Woon- 
socket, R. I. (Booth 601) will 
demonstrate the ‘“Compairator” 
air gage, surface grinders, chucks, 
gages, and inspection equipment. 


Timken Roller Bearing Co., 
Canton 6, Ohio (Booth 317D) will 
feature a new type of graphitic 
steel for lathe ways, and a com- 
plete line of bearings. 


Union Mfg. Co., 300 Church St., 
New Britain, Conn. (Booth 125) 
will display manualiy operated 
chucks and chain hoists, electric- 
ally operated chucks and wrenches, 
and air-operated  self-centering 
chucks. 


Veeder-Root, Inc., Hartford 2, 
Conn. (Booth 402) will exhibit 
the company’s complete line of 
mechanical and electrical counting 
devices. 


Warner Electric Brake Mfg. 
Co., Beloit, Wis. (Booth 328A) 
will show a line of electric brakes 
and clutches that provide in- 
stantaneous operation and infinite 
control. 


Weddell Tools, Inc., 37 Centen- 
nial St., Rochester 11, N. Y. 
(Booth 483) will exhibit “Super” 
carbide-tipped “Tri-Bit” face 
mills. 
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SMALL TOOLS 


Machinists’ Tools 

Testing and Gaging 
Equipment 

Cutters and Hobs 


Arbors, Collets and 
Adapters 


Screw Machine Tools 


Permanent Magnet 
Chucks 


Vises 
Pumps 


Other Useful Shop 
Equipment 





/ IN MACHINES and TOOLS 

















MACHINE TOOLS 
* MILLING MACHINES 


Universal 

Plain (including 
Manufacturing Type) 

Vertical 


* GRINDING MACHINES 


Universal 
Plain 
Surface 
Cutter 
Tool 





SCREW MACHINES 


Automatic (including 
Screw Threading and 
Cutting-Off Type) 

Wire Feed 








New DEVELOPMENTS for increased efficiency in manufac- 
turing and toolroom operations will be shown for the first 
time at Booth 505. Come, see new ideas for improving pro- 
ductivity per man and machine. Get “first-hand” answers to 
your questions. Other well-known, time-tested Brown & 
Sharpe Machines, Attachments and Small Tools will be dis- 
played also ... a good opportunity to examine and compare 
all their features. You are cordially invited. Brown & Sharpe 
Mfg. Co., Providence 1, R. I., U. S. A. 


SHARPE ® 























Automatic Brazing 
Machine 


Stronger and more 
uniform joints are be- 
ing obtained by auto- 
matic control of the 
heating pattern, heat 
timing, fuel supply, and 
assembly pressure in a 
new brazing machine 
developed by the Selas 
Corporation of Amer- 
ica, Philadelphia 34, 
Pa. This machine, 
which was designed 
specifically for brazing 
a brass sink fixture, 
completed the opera- 
tion in thirty seconds. 
Three stations like the one shown 
in the accompanying illustration 
are provided for operating in a 
loading, heating, and cooling se- 
quence. 

The five component parts, on 
which alloy rings are placed, are 
given an application of flux and 
positioned .in a supporting jig. 
Air pressure is then applied to 
assure close contact of all parts 
during the heating and cooling 
cycles. As the burners are brought 
to the brazing position a solenoid 
valve opens the gas-air mixture 
line to the “full on” position. A 
timer releases the burners at the 
end of the heating cycle, retract- 
ing them and cutting the fuel sup- 
ply to the minimum required to 
maintain a pilot flame. 


* * * 


New Industrial Motion 
Pictures 


“Watts in Glass,” a technicolor 
sound motion picture that portrays 
the role of Fiberglas insulation in 
electrical equipment of many 
types, has recently been announced 
by the Owens-Corning Fiberglas 
Corporation, Toledo 1, Ohio. One 
of the advantages of this type of 
insulation to machine tool manu- 
facturers is the space and weight 
savings obtainable in motors and 
the dependable performance of 
such motors under severe operat- 
ing conditions. Fhe motion picture 
points out that the Warner & 
Swasey Co., for example, has 
adopted Fiberglas-insulated driv- 
ing motors for its new line of 
Electro-cycle turret lathes. These 
motors are of special design, hav- 
ing radial vent slots in the rotor 
and stator and:a hollow rotor car- 





One of the Three Stations of an Automatic 
Brazing Machine 


ried on a magnesium spider to 
dissipate heat. 

A moving picture entitled 
“Golden Horizons” has been made 
by Ampco Metal, Inc., Milwaukee 
4, Wis., which depicts the history 
and development of the copper- 
base alloys from prehistoric days 
up to the present time. This is a 
16-millimeter, thirty-three-minute 
film in sound and color. Technical 
societies and industrial concerns 
that would like to show the film 
ean obtain bookings by writing 
Ampco Metal, Inc. 


* * * 


Expanding Mandrel Used 
in Grinding Cylinder 
Liners 


In grinding cylinder liners for 
Diesel engines, it was found neces- 
sary to locate the work laterally 
from port-holes instead of from 
the conventional rings or pins. 





This presented a rather 
difficult problem, which 
was finally solved satis- 
factorily by using a 
dual - sleeve expanding 
mandrel made by Erick- 
son Tools Division, 
Cleveland, Ohio, to hold 
the liner. A spur gear 
shaft and two racks in- 
side the mandrel actu- 
ated the liner locator 
from the faceplate. 
The same rigid hold- 
ing mandrel, when used 
for another job, made 
possible a reduction in 
rejections of from 1800 
pieces out of 2400 to 
less than 1 per cent. 


* * * 


Ford Training Program 


The Ford Motor Co. is offering 
college graduates between the 
ages of twenty ond twenty-six an 
opportunity to be trained for 
work in various divisions of the 
company, including manufactur- 
ing, sales and advertising, pur- 
chasing, engineering, finance, in- 
dustrial relations, and public rela- 
tions. A certain number of ap- 
plicants will be selected on the 
basis of scholarship, leadership, 
enterprise, and personality for the 
training course, which extends 
for a period of two years, after 
which they will be assigned to 
positions of responsibility in the 
organization. Further information 
about the program can be ob- 
tained by writing to the Director, 
Salaried Personnel Department, 
Ford Motor Co., Dearborn, Mich. 





Diesel-engine Cylinder Liner and Expanding Mandrel on which 
it is Held for Grinding 
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Shape fom 


---ON A “CINCINNATI”? 








Today Cincinnati Shapers are 
more efficient than ever before 
with heavier cutting capacities 
and speeds up to 200 strokes 
a minute on the 16”; and with 
a degree of accuracy that has 
never been excelled. Their 
power rapid traverse; multiple 
cam feeds; direct reading dials; 
and automatic oiling sell dis- 
criminating buyers. Coupled 
with these mechanical features 
are convenient controls; sim- 
plified adjustments; and means 
for quick and easy set-up, all 
of which please the operator. 


Cincinnati Shapers are built in 
regular or universal type from 
16” to 36”. Ask for Cat, N-3. 


See these machines under 
power at the Show 





Cincinnati Press Brakes, the 
brakes of many uses, are to- 
day's machines for bending, 
forming, flanging, or multiple 
punching sheet metal. For 
easy fabrication, formed parts 
must fit; therefore accuracy 
is a fundamental advantage of 
these Brakes. Full-rated capac- 
ities; all-steel construction; 
built to withstand overload; 
deep bed and ram to avoid 
deflection are a few of the 
high points. These Brakes 
are built as accurately as a 
machine tool, and have unusual 
mechanical refinements. 


Sizes to cover practically any 
requirement. Ask for Cat. B-2 


See these machines under 
power at the Show 


Cincinnati Alll-Steel Shears 
offer a new degree of accuracy 
in shearing sheet metal. They 
cut to tolerances that take a 
micrometer to measure; and 
shear with this @ccuracy at 
high speed. They shear a wide 
variety of material in both 
ferrous and non-ferrous metals. 
Hydraulic holddowns auto- 
matically clamp any gauge of 
metal with the same firm pres- 
sure; fine adjustments for the 
four-edge knives give more 
efficient use of the keen edge 
and longer life. Rapid, ac- 
curate gauging speeds up 
handling of the job. 


Standard capacities of Shears 
range from 10 gauge to 114 
inches. Ask for Cat. S-4. 


See these machines under 
power at the Show 








HE CINCINNATI SHAPER CO. 
CINCINNATI 25,OHIO USA. 
SHAPERS - SHEARS sR RARES 





























Shop Equipment News 


Machine Tools, Unit Mechanisms, Machine Parts, and Material- 
Handling Appliances Recently Placed on the Market 


Moline Special Multi-Spindle Automatic Drilling Machine 


A special twenty-nine-spindle 
automatic machine designed for 
drilling the holes in aluminum 
header plates of heat transfer 
equipment for aircraft has been 
built by the Moline Tool Co., 100 
Twentieth St., Moline, Ill. This 
machine will drill ellipse-shaped 
plates in which the major axis of 
the drilled area is about 25 1/4 
inches and the minor axis approx- 
imately 13 3/4 inches. In this 
area it will drill approximately 
3700 holes of slightly less than 
1/4 inch diameter. The holes are 
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drilled in rows with a center-to- 
center distance from one hole to 
the next of 1/4 inch. 

The rows of holes are spaced 
slightly less than 1/4 inch be- 
tween center lines and with the 
rows staggered. The rows of holes 
are also spaced wider apart at 
certain intervals to provide room 
for the insertion of baffles. The 
plates are stacked in pairs, one 
pair being drilled during a com- 
plete operating cycle of the 
machine. 

The drum type spindle-selector, 





which can be set up for any hole 
pattern within the range of the 
machine, provides for drilling up 
to as many as 9657 holes in one 
operating cycle. This spindle selec- 
tion mechanism is synchronized 
with the indexing movement of 
the work-table. The spacing of the 
spindles is such that every third 
hole in a row is drilled at one pass 
of the drills, the table being in- 
dexed sidewise twice to complete 
the drilling of each row of holes. 

The spindle-selector drum has 
no motion either vertically or hor- 
izontally, but is indexed so that it 
turns on its horizontal axis after 
each pass of the drills. Each in- 
dexing motion brings a new row 
of holes in the spindle selector 
drum into position directly above 
the drill spindles. The work-table, 
carrying the pair of plates to be 
drilled, is moved up and down by 
cam action to produce rapid 
traverse and feed movements. 

On the same slide with the table 
is mounted the rail which carries 
the drill spindles. Thus, when the 
table moves upward, the drills also 
move upward at the same rate. At 
the point where the feed begins 
and the upper ends of the spindles 
reach the drum, the upward mo- 
tion ends for any spindle that 
comes in contact with a plug in- 
serted in the hole in the spindle- 
selector drum located directly 
above that particular spindle. Con- 
sequently, as the table continues 
to feed the work upward the se- 
lected spindles will drill the re- 
quired holes. After the drilling of 
a row of holes has been completed, 
the work-table moves at right 


Special Twenty-nine Spindle Drilling 

Machine with Fixture and Operating- 

cycle Control, Built by Moline Tool 

Co. for Dzilling Aluminum Header 

Plates of Aircraft Engine Oil-cooling 
Equipment 





To obtain additional information on equipment 


described on this page, see lower part of page 266. 


























CONTINENTAL THREAD 
MILLING CUTTER 
This special thread milling cutter 


was made by Continental for 
milling carbon electrodes. 







CONTINENTAL FACE 
MILLING CUTTER 


This standard cutter has blades placed 
either radially in the face of the cutter 
body or in the periphery of the body. 





. CONTINENTAL CARBIDE-TIPPED 
CUTTERS 


Roughing and finishing doming cutters for air- 
craft cylinder heads. 


For 
RY "1, 
oy * 
= 2 
a oo 


4 .- 
"tom 


Be sure to see Continental’s display of standard and special 
cutting tools when you visit the Machine Tool Show at the 
Dodge-Chicago Plant, September 17 to 26. Continental Tool 
Works, a division of Ex-Cell-O Corporation, has been designing 
and manufacturing cutting tools for American industry for 28 
years. Watch Continental’s precision-made cutting tools in action 
on metal-working machines when you visit the Ex-Cell-O booth 
(No. 518) at the Chicago Show. 


CONTINENTAL 
INTERCHANGEABLE 
COUNTERBORE 


Continental's famous 
counterbore with bal- 
anced indestructible 
drive. Toolroom counter- 
bore sets—in three sizes 
(See them at the Show.) 


CONTINENTAL 
PRECISION BROACH 


Involute Spline Broach. 
Continental makes all 
kinds of round, square, 
rectangular, spline and 
insert-type broaches. 





eM Too Worry 
SE 2D 
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Snes 
CONTINENTAL TOOL WORKS 


DIVISION OF EX-CELL-O CORPORATION 
DETROIT 6, MICHIGAN 
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angles to the row of holes, in order 
to locate the work for drilling the 
succeeding row. 

This cycle of operations is con- 
tinued with the spindles being 
selected and the work indexed 
both sidewise and from one row 
of holes to the next until all the 
required holes have been drilled 
and the machine is automatically 
NINE Gisadinilacsisicvinuadeeeaubiomele 51 


Logan Shop and Tool- 
Room. Lathe 


The Logan Engineering Co., 
4901 W. Lawrence Ave., Chicago 
30, Ill., has added to its line of 
lathes a new 9-inch lathe incor- 
porating the advanced design 
features of the larger lathes in 
the line. This lathe will take work 
18 inches long between centers. 
It is built for precision manufac- 
turing and general machine shop 
and tool-room work, and is adapt- 
ed for automobile and appliance 
repair shop work. Its compact 
size also makes it well adapted for 
use in home work-shops. 

Like the larger lathes of the 
Logan line, this machine has a 





Logan Shop and Tool-room Lathe 


ball-bearing spindle mounting 
adapted to high-speed operation. 
The two V-ways and two flat 
ways of the bed are precision 
ground parallel within accuracy 
limits of 0.0005 inch. Massive 
construction is employed to insure 
durability and steadiness on heavy 
cuts. Self-lubricating bronze bear- 
ings are used to resist wear at 
RE III tciscticninicicanentanensibenin 52 


Jones & Lamson Thread- and Form-Grinding Machine 


The Jones & Lamsen Machine 
Co., Springfield, Vt., has just 
brought out a new 6 by 30 
automatic multi-rib thread- and 





256—MACHINERY, September, 1947 


form-grinding machine arranged 
to employ both crushed and dia- 
mond-wheel dressing methods. The 
built-in cycle control of this ma- 


chine is designed to cover the re- 
quirements of most production 
thread- and form-grinding opera- 
tions. A feature of the machine 
is the application of electrical and 
hydraulic controls to an improved 
mechanical design. It is adapted 
for single-rib or multi-rib, one- or 
two-way, right- or left-hand, sin- 
gle or multiple, straight or taper 
grinding operations. 

All electrical controls of the 
machine are enclosed in a floor 
mounted housing designed accord- 
ing to machine tool electrical 
standards. Hydraulic control of 
the feeds, wheel withdrawal, and 
other mechanisms insures smooth 
IRS states inicscictinutnatnisdareininiancinte 53 


Jones & Lamson Thread- 
and Form-grinding Ma- 
chine Equipped with 





Electrical and Hydraulic 
Controls 





To obtain additional information on equipment 


described on this page, see lower part of page 266. 
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Fealuring 1. An endless variety of contours 
or combinations may be generated 
with a single-point tool. Besides all the regular jobs of 
straight precision boring and turning, rage and 


chamfering, it will produce lands, recesses, flanges, 
steps, counterbores, and radii. 


2. A disc type cam for each table gives positive action 
consistently throughout the day — from the first to 
the last piece— uninfluenced by temperature changes. 





































IN THE MIDST OF EVERYTHING AT THE SHOW 


You may see this machine in operation in our Booth 
No. 311 at the Show. We will also have a complete 
line of six spindle automatic screw machines, 
four, six and eight spindle chucking machines, a 
double end chucker, and a new revolutionary 
turret lathe. We'll be seeing you September 17. 
M-01060 











A NEW LINE OF ‘xz... BORING MACHINES 


Accurate and Fast — Cam and Air Actuated 


3. Through positive cam action, tool approaches on 
rapid traverse to within .005 of the work and 
immediately starts to feed. Tool may cut on feed-in or 
drawback stroke, or both for onsh and finish cuts. 
On return stroke, tool jumps clear eliminating drag 
off marks. When moving between intermittent or 
successive cuts, tool goes into rapid traverse. 


4. Uniform temperature, anti-friction bearings, and 
super-precision spindles provide spindle speeds up to 
7,500 RPM. Mechanical precision chucking 
operated by air cylinders. Neither chucking 
nor unchucking operation affects preload or 


position of spindle bearings. 


5. Only one dimension need be inspected on 
any one set-up, regardless of the number of 
diameters produced by any one single-point 
tool. Cams control ang positively repeat from 
piece to piece. 


6. Set-up of machine depends entirely upon 
nature of job. Work may be rotated in spindles 
or mounted on table, loaded from the front of 
the spindle or through the spindle. Spindles 
may be raised, lowered, or separated. Two 
spindles are standard, but more may be added. 

hanging job set-up simply requires replacing 
two cams, setting tool for size and changing 
chucks. 
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THE NEW BRITAIN MACHINE COMPANY 
NEW BRITAIN-GRIDLEY MACHINE DIVISION 
NEW BRITAIN, CONNECTICUT 
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Delta Band Saw with Individual 
and Adjustable Blade Guides 
and Supports 


Delta 20-Inch Band Saw 


A 20-inch band saw primarily 
designed for wood cutting is be- 
ing exhibited by the Delta Mfg. 
Division, Rockwell Mfg. Co., 600 
E. Vienna Ave., Milwaukee 1, Wis. 
The ground table of this machine 
is 20 inches wide by 24 inches 
long. Two heavy trunnions, 17 
inches apart, on each side of the 
saw blade, give the table unusual 


Fig. 1. 


Universal Machine Set up for Facing 


rigidity. The table tilts 45 degrees 
to the right and 12 degrees to the 
left, and can be locked quickly in 
place at any angle. A scale indi- 
cates the angle of cut. Adjustable 
three-point mountings between 
the working parts of the machine 
and the welded steel frame are 
used throughout to maintain ex- 
act alignment. 

Anti-friction bearing guides, 
adjustable for blades up to 1 inch 
wide, are provided both above and 


below the table. The upper guide 
can be brought down against the 
work and the lower guide comes 
within 1 inch of the bottom of the 
work. Accurate adjustments can 
be made quickly with micrometer 
screws. The guides and blade 
supports can be independently 
adjusted. The statically balanced 
wheels are mounted in sealed anti- 
friction bearings. A saw blade 
speed of either 3800 or 4500 feet 
per minute is obtainable. .......... 54 


Universal Machine Tool 


An exceptionally versatile metal- 
working machine developed for 
use in machine shops, tool-rooms, 
and model and experimental work 
shops is being distributed by 
Zwicky Brothers, 88-13 Ninetieth 
St., Woodhaven, N. Y. As shown 
in Figs. 1 and 2, this machine 
consists essentially of a bed with 
ways similar to those of a regular 
lathe; carriage; tailstock and a 
number of attachments; head- 
stock and reversible driving mo- 
tor; and a rigid mounting base of 
gun-cradle design which permits 
swiveling the whole machine from 
the horizontal working position 
shown in Fig. 1 to the vertical 
position illustrated in Fig. 2. 

The 90-degree swiveling fea- 
ture, headstock height adjustment, 
and the ingeniously designed ac- 
cessories make it possible for this 
machine to perform a wide range 


Fig. 2. 


Operation on a Forging 
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of metal-working and finishing 
operations for which as many as 
fifteen conventional type machine 
tools are commonly employed, in- 
cluding screw-cutting lathes, sur- 
facing lathes, horizontal milling 
machines, vertical milling ma- 
chines, high-speed drilling ma- 
chines, vertical drilling machines, 
jig boring machines, slotting ma- 
chines, surface grinders, internal 
and external cylindrical grinders, 
tool grinders, brushing and pol- 
ishing machines, and power hack- 
saws. 

The machine is built in three 
types. When used as a screw- 
cutting lathe it has a center 
height of 4 5/16 inches. The ma- 
chine shown, has a distance be- 
tween centers of 16 11/16 inches, 
but a larger machine is built 
with a 29-inch center distance. 
Work 4 11/16 inches in diameter 


Machine Illustrated in Fig. | Raised 
to a Vertical Position 





To obtain additional information on equipment 


described on this page, see lower part of page 266. 
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Production Up 22% on 44-Inch Pinion Gears 








SUNICUT... 


Enables Gear Manufacturer to Increase Feed, Speed, and Tool Life; and to Improve Finish 


Since changing to Sunicut, a manufacturer of steel-mill gears has in- 
creased production by 22%, improved finish, and added greatly to the 
life of his gear cutters. 

Operation: Cutting 44” herringbone gears. 

Machine: Dominion herringbone gear generator. 

Materials: Stainless steel, high carbon steel, bronze, other alloys. 

Cutting Oil: Sunicut. 
This case is just one of thousands in which experienced produc- 
tion men have found that Sun ‘‘Job Proved"’ cutting oils help to increase 
production and to improve quality as well. 


Sunicut is a clear, free-flowing cutting oil, produced by an 
exclusive Sun process. It has high lubricating value and has excellent 
heat-dissipating and anti-weld properties. It makes possible heavy cuts 
at high speed while accuracy and satin-smooth finish are maintained. For 


full information call your Sun Cutting Oil Engineer or write DepartmentM-9. PRODUCTS 
SUN OIL COMPANY « Philadelphia 3, Pa. 


In Canada: Sun Oil Company, Ltd.—Toronto and Montreal 





can be machined above the trav- 
ersing carriage. The carriage 
power feed has automatic stop 
control. The thread-cutting range 
is from 8 to 80 threads per inch. 
It will cut right- and left-hand 
threads. Metric threads between 
0.25 and 3 millimeter pitch can 
also be cut. When used as a sur- 
facing lathe, the height above 
center is 8 1/16 inches. 

The maximum milling length is 
7 7/8 inches. The milling table 
surface is 17 11/16 by 4 11/16 
inches. Maximum drilling capa- 
city is 3/4 inch to a depth of 
2 5/16 inches. Slotting can be 
done on 1- to 2-inch stock at the 
rate of 75 to 125 strokes per min- 
ute. The machine has a capacity 


for surface grinding work 6 11/16 
inches in length by approximately 
5 1/2 inches in width. 

Internal and external cylin- 
drical grinding operations can be 
performed with the flexible-shaft 
grinding-wheel spindle, the speed 
being 4600 R.P.M. for external 
and 25,000 R.P.M. for internal 
grinding. Tool-grinding opera- 
tions can be performed on cylin- 
drical and tapered tools with 
either straight or helical teeth. 
The power hacksaw attachment 
has a blade 11 13/16 inches in 
length and a capacity for sawing 
4-inch circular or square-section 
bars. The weight of the small 
machine without the stand is 386 
II, ciicshacnichbiciubiinicsicdndowesaieiniiechiiih 55 


Chambersburg High-Frame Forging Hammer 
and Steel Side Frame Press 


A single high-frame hammer of 
the design shown in Fig. 1 and a 
steel side press illustrated in 
Fig. 2 have been brought out by 
the Chambersburg Engineering 
Co., Chambersburg, Pa. The single 
high-frame hammer has a new 
automatically lubricated cylinder 
with patented differential port 
designs developed to reduce oper- 
ating costs. 


Fig. I. 


Chambersburg High-frame Forging Hammer 


Heat-treated, ground-face, alloy- 
forged steel dies facilitate forging 
the tougher steels with less fre- 
quent redressing. The induction- 
hardened piston-rings used in this 
machine have a wearing quality 
that is said to greatly prolong 
their life. 

A self-seating rotary type 
throttle valve directly connected 
to the throttle control has been 
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developed to insure more efficient 
application of air or steam pres- 
sure, and a heavier anvil is pro- 
vided to obtain more forgings per 
blow. With this machine, it is 
possible to forge large disks and 
rings, upset high stems, form 
arch bars, and perform other 
similar work. 

The improved Chambersburg 
trimming press has_ patented 
forged-steel side frames of tongue- 
and-groove construction designed 
to bind the base and yoke into a 
rigid unit. The forged-steel side 
construction and the friction slip 
mechanism permit the flywheel to 
expend its energy at predeter- 
mined loads, and thus insures the 
press against damage through 
overloading. 

The interlocking frame con- 
struction is said to prevent sway 
and to insure rigidity, while the 
friction slip mechanism serves to 
prevent locking, jamming, and 
breakage when the press becomes 
stalled through overloading. This 
press was designed primarily for 
trimming operations in forge 
shops, but it can also be used ad- 
vantageously for sizing opera- 
tions and for all forms of blank- 
ing, punching, bending, and 
shaping. It is furnished in single- 
and double-crank models. .......... 56 


Fig. 2. Improved Steel-side Trimming Press 





To obtain additional information on equipment 


described on this page, see lower part of page 266. 
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GENERAL PROPERTIES AND USES FOR MOLDED PLASTICS MATERIALS—1 
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- ——— 
Notch Flexural Tensile Water aa. Volts mil, 
Strength! Ab: -by- Shrink- 
Type | Filler Colors Applications Impact | oounae [serene | A bsorD. ance, | Soninon | soecite mt 
per In, | Per 8a. per Sq. |Cent 48 | tinuous | %-in. Specimon Aad 
inoh Inch | Hours | Deg. _ 
© i 26° ©. |100° ©. 
Amber-green, | Milking machine parts 0.34 |10,000| 7000 7 es t team 
; ; 250 | 70 0. 009 
Phenolic| None mM Bent. Als, elo to : ra to 0.1 248 to to 1.28 
Tortoise Shell | Thermosetting’ "=| 0-44 |14.000) 8000 $00 | 100 ott 
All Colors | » ana os 0.30 | 9000 | 6000 | 0.5 300 | 60 | 1.33 | 0.006 
Phenolic} Wood except | molding epplications.| to | to to | to | 248] to | to | to to 
send Pastels _| Thermosetting 0.40 |12,000} g000 |_1.0 450 | 125 | 1.45 | 0.009 | 
For _— 7000 | 0.8 350 | 100 | 1.33 | 0.007 
Pence) Sot | high-dislecric applics-| 0.28 10,000] to | to | 248 | to | to | to | to 
- |. SS an 8000 |_ 1.0 500_| 200 | 1.35 | 0.008 
Parte requiring good} 0.30 | 9000 | 5000 | 0.5 
. Wood Natural water resistance and : 
Phenolic minimum odor, Th to to to to 248 250 50 1.40 | 0.008 
Flour | and Black eS on oem! 9.38 111,000! 7000 | 0.8 
———|" Wood - le Ws _— —_— 
bearings, 8, 8000 0.8 0.007 
Phenolic] Flour | Gun Metal eto regen wheels, 0.30] to | 6000| to | 248 | ...... 1.42 | ‘to 
Graphite friction. Thermosetting 9000 1.0 0.008 
- zbhga | Asbestos For heater plugs and 9500 0.2 250 | SO | 1.67 
M . e 
Phenolic} 224 os Gaiatine od eet | 0.30] to | 6000} to | 392 | to | to | to | 0.005 
| Pastels | sistance. ‘Thermosetting 11,000 0.5 400 | 80 | 1.80 
For parts requiring bet- 9000 0.01 250 | sO | 1.80 | 0.003 
t- 
Phenolic| ‘fiber | Blackand | fer Heat resistance and] 9.39 | to | 6000 | to | 428 | to | to | to | to 
Achustes rown sistance. ‘Thermosetting 10,000 1.0 400 | 80 | 1.90 | 0.005 
© Tealstance, low moisture 0.36 | 9000 | 5 0.01 5 50 0.003 
Long- | Black and . 000 | 0. 250 ‘ 
Phenolic fiber Brown feent of "Tom at vm to to to 428 to 4 1.80 0 - 4 
and - . 5 d 
Acbestes and maximum ,d 0.40 | 9500 | 6000 | 0.1 400 0 
setting. 
*See Data Sheet No. 594. 
tSee Data Sheet No. 594. 
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Compiled by the Shaw Insulator Co. 
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GENERAL PROPERTIES AND USES FOR MOLDED PLASTICS MATERIALS—2 
































































































































oo 
wea - hit, Shrink- 
Step-by-step | Specific] age Bulk 
Test in Oll, Gravity |Inch per| Factor? 
Ye -in. Specimen Inch* 
26° ©. |100° oc. = 
0.003 
‘ees 1.75 to 3 
0.004 
TT a 89 J. 002 
125 50 to 6 
1.85 0.00: 003 
70 50 1.60 0.00: 003 
to te to to 5 
100 70 1.70 | 0.004 
300 150 1.88 | 0.002 
to to to to 2.5 
500 300 1.92 | 0.004 
250 60 1.36 | 0.003 
to to to to 4 
300 80 1.42 | 0.006 |. 
40 0.004 |} 
125 to 1.42 to & 
50 0.005 
200 50 1.38 | 0.003 
to to to to 5 
250 80 1.42 0.004 














the volume of the molded plece. Molds must be designed to allow 


Tensile | Water | Heat 
Notch |Etrengeh| Strongth| Absorp-| Resist- 
Type Filler Colors Applications Ft.-Lb, | Pounds | Pounds tion, Fer enon, 
per In. ow a a oo euse tinuous 
Deg. F. 
o + 4 bearings, ae / ; 
_ |Asbestos quiring maximum, heat- 8000 0.01 
Phenolic} and Gun Metal ee | dimen-| 0.28 to 6000 | to 428 
4 2: | Graphite good resistance to wear 9000 0.1 
Thermosetting 
§¥2| Natural | yor nigh-heat and high- — 4 ¥ 
Phenolic oe. i. and impact applications.| 0. J 28 
am eee in 0.50 |10,000} 6500 | 0.3 4 
Natural For high-heat — low- epee 
Phenolic | Asbestos and fame pnish-Umpact s- 1 3.40 |10,000| 6200 | 0.8 | 392 
Dark Tan | ting. 
Natural | fions requiring iaproved 0.01 
Phenolic} Mica and heat and, low-moisture | 0.30 | 8000 | 6000 | to 428 
Black setting. 0.05 
-purpose mold-| 0,42 | 9500 | 7000} 0.8 
Phenolic} Cotton oe =e i. 3 a to to to to 248 
Flock Ors | Dhee” ‘Therausetting | 0.60 |12,000| 8500 | 1.0 
Comitees good water 0.8 
Phenolic | Cotton Black | 792° targe, minimum | 0.52 |10,000| 6500| to | 248 
Flock pact resistance. Ther- 1.0 
mose _- a 
Fabric— Natural A medium-high impact} 1.00 |10,000/} 6000 
€) Phenolic| Short | Black, Red, | material with good flow) tg | to | to | 1.0 | 248 
Fiber Brown Thermosetting “1 1.80 {12,000} 6500 
*Shrinkage values in table give amount of shrinkage In Inches per inch of molding materiais after they are molded under average conditions. 
Allowance must be made In the mold design to compensate for this shrinkage. 
+Bulk factor is the ratio of the volume of compound before molding to 
sufficient space for loading the molding compound. 
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Machine Shop Training Course 
WITH BLUEPRINT READING CHARTS 


This standard treatise on machine shop 
practice in two volumes is for the shop man 
who wants to supplement his own ex- 
perience with a broad fund of practical 
knowledge; for use as a textbook and guide 
in shop training courses; for technical or 
trade schools; for designers who want the 
fundamentals of machine shop practice; for 
mechanical engineering students. 


The MACHINE SHOP TRAINING COURSE 
contains over 1100 pages of questions and 
answers. These questions deal with the ele- 
ments of machine shop practice and other 
subjects closely allied to the work of the 
shop. The answers are packed with useful 
facts, shop rules, typical shop problems and 
their solutions. 524 drawings and photo- 
graphs illustrate all kinds of machining 
operations, cutting tools, gages, etc. 





Price $6 Set— Payable $2 
with Order, $2 Monthly 


THE INDUSTRIAL PRESS, 148 Lafayette Street, New York 13, N. Y. 





A World of Engineering Knowledge in Two Volumes 


The Engineering Encyclopedia is for every- 
one who can use essential facts about 
thousands of standard and special engineer- 
ing subjects. It consists of clearly written 
concise treatises, definitions of terms used 
in engineering and manufacturing practice, 
and the results of many costly and important 
tests and experiments. 


This work of reference supplies such prac- 
tical and useful information as the important 
mechanical laws, rules, and principles; 
physical properties and compositions of 
standard and special metals used in ma- 
chine construction and other engineering 
structures; characteristic features and func- 
tions of machine tools and other manufactur- 
ing equipment, and many other subjects. 
1431 pages, 4500 subjects Price, $8.00 set. 


THE INDUSTRIAL PRESS, 148 Lafayette Street, New York 13, N. Y. 












































DoAll “Handraulic” Surface Grinder and 


High-Speed Band Saws 


Among the machine tools that 
the DoAll Co., Des Plaines, IIl., 
will have on exhibition at its Des 
Plaines plant during the National 
Machine Tool Show in Chicago, 
September 17 to 26, will be the 
new “Handraulic” surface grinder, 
shown in Fig. 1, and a new light 
production band saw, illustrated 
in Fig. 2. The company’s exhibit 
at the Machine Tool Show (Booth 
37) at the Dodge-Chicago Plant 
will also include some of the com- 
pany’s new products. Also at the 
Production and Machine Tool Show 
to be held at the International 
Amphitheater, 42nd and Halsted 
Sts., this company will show at 
Booth 100, a film featuring its 
sawing machines. 

The new “Handraulic” surface 
grinder has been designed to com- 
bine the finger-tip control fea- 
tures of the hand-operated grinder 
with the smooth automatic power 
feeds employed in hydraulically 
operated grinders. Instead of a 
handwheel-operated rack and pin- 
ion, a _ dirzct-coupled hydraulic 
cylinder is used to actuate the 
table feed. Starting, stopping, 
and reversing of the table are con- 











Fig. |. 





To obtain additional information on equipment 
described on this page. see lower part of page 266. 


DoAl!\ “‘Handraulic’’ Surface Grinder 


trolled by a self-centering four- 
way valve, operated by a 6-inch 
hand-lever provided with a ball- 
shaped handle. 

Stepless adjustment of the table 
speeds from 5 to 50 feet per min- 
ute is obtained by a valve located 
next to the ball-handle control 
lever. New type combination trip- 
dogs regulate the length of the 
table travel. These trip-dogs can 
be set either to stop the table 
automatically by returning the 
control lever to the neutral posi- 
tion or to stop it instantly at a 
predetermined point, regardless of 
the position of the control lever. 

The manually operated 1-inch 
cross-feed screw is located cen- 
trally between the cross-ways, and 
has an attached handwheel grad- 
uated in increments of 0.001 inch. 
Settings to 0.0001 inch are made 
possible by the built-in vernier. 

Standard equipment includes a 
cartridge type precision ball-bear- 
ing spindle directly driven by a 
1-H.P. motor. A separate 3/4- 
H.P. motor is employed to drive 
the hydraulic pump. The machine 
comes equipped for dry grinding, 
but splash guards and a coolant 
















Fig. 2. High-speed Band Saw Built by DoAll Co. 


unit are available for wet grind- 
ing. The table has a working sur- 
face 6 1/2 by 19 3/4 inches. 

The band saw shown in Fig. 2 
is one of two new band saws 
brought out by the DoAll Co. to 
cover a wide range of high-speed 
woodworking requirements. This 
band saw is adapted for use on 
pattern and cabinet work and in 
home workshops. Although small 
in size, it has ample capacity, 
power, and rigidity for high- 
speed precision contour sawing. 
The throat depth is 16 inches, the 
work thickness capacity 12 1/8 
inches, and the table size 20 by 20 
inches. The table can be tilted to 
an angle of 45 degrees to the right 
and 5 degrees to the left. 

One model makes available four 
speeds—2000, 3000, 4000, and 
5000 feet per minute—through a 
four-step cone pulley, while the 
other model has a high and a low 
range of 100 to 300, and 1700 to 
5100 feet per minute, obtained 
through a transmission and Speed- 
master variable drive. Both ma- 
chines will accommodate spiral, 
buttress, precision, or scalloped 
type blades in sizes from 1/16 to 
5/8 inch. A variety of guides can 
be used, and a motor of 1/2 or 
3/4 H.P. can be employed...........57 
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Canedy-Otto Hydraulic Power Feed for 
Sliding-Head Floor Drill 


The Canedy-Otto Mfg. Co., Chi- 
cago Heights, I!l., has announced 
that it will have on exhibition at 
the Production and Machine Tool 
Show, International Amphitheater, 
Forty-second and Halstead Sts., 
Chicago, Ill., from September 17 
to 26, a hydraulic power feed for 
its sliding-head drill presses. This 
feeding attachment will be incor- 
porated in new Canedy-Otto drill 
presses, and will be available for 
easy attachment to existing mod- 
els. It converts these semi-auto- 
matic drill presses into fully 
automatic drilling machines, pro- 














Fig. I. 


Canedy-Otto Drill 
Press Equipped with New 
Hydraulic Power Feed 


viding them with exceptionally 
convenient and accurate control 
for use under varying conditions. 

The hydraulic power feed can 
be operated manually and semi- 
automatically, as well as automat- 
ically, and can be easily adjusted 
for obtaining various rates of 
feed. Machines or units equipped 
with this feed can be employed for 
honing, lapping, tapping, and 
drilling operations. The automatic 
feature provides for imparting a 
continuous reciprocating motion 
to the machine spindle when de- 
SII. ciliicsin sienidclidlespannalaneilonacenieanenindicl 58 
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Fig. 2. Close-up View of 
Canedy - Otto Hydraulic 
Power-feed Installation 





Threading Tool Holder Made by 


Guarantee Tool Co. 


Spring-Backed Threading 
Tool 


The time required to chase a 
thread in a lathe is said to be 
considerably reduced by the use 
of a new threading tool holder re- 
cently placed on the market by 
the Guarantee Tool Co., Inc., 96 
Maple St., West Orange, N. J. 
This holder is so designed that 
the cutting tool retracts in a hori- 
zental plane away from the work 
when the pressure is too great for 
efficient cutting, thus preventing 
breakage of the tool point or 
damage to the work-piece; an ad- 
justment on the holder permits 
increasing or decreasing the hori- 
zontal pressure when the tool is 
in operation. Because of this hori- 
zontal, rather than vertical, move- 
ment, less clearance is required 
at the cutting point of the tool, 
thus providing greater support 
for the cutting surface and per- 
mitting heavier, more uniform 
cuts. 

The tool-holder is 6 inches long 
and 2 inches high, the shank be- 
ing 1/2 inch wide, 1 inch high, 
acd 5 inches long. Both the shank 
and side guards are surface hard- 
ened and rustproofed. ................ 59 


To Obtain Additional Information on Shop Equipment 


Which of the new or improved equipment described in this section is likely to prove advan- 
tageous in your shop? To obtain additional information or catalogues about such equipment, 
fill in below the identifying number found at the end of each description—or write directly 
to the manufacturer, mentioning machine as described in September, 1947, MACHINERY. 





No. No. No. 





No. No. No. No. 


No. No. No. 








Fill in your name and address on blank below. Detach and mail within three months 
of the date of this issue to MACHINERY, 148 Lafayette Street, New York 13, N. Y. 
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“lrade Literature 


RECENT PUBLICATIONS ON MACHINE SHOP 
EQUIPMENT, UNIT PARTS, AND MATERIALS 


To Obtain Copies, Fill in on Form at Bottom of Page 270 the 

Identifying Number at End of Descriptive Paragraph, or Write 

Directly to Manufacturer, Mentioning Catalogue Described in the 
September. 1947. Number of MACHINERY 


Multiple-Spindle Drilling and 
Tapping Heads 


ZAGAR TOOL, INC., 23880 Lake- 
land Blvd., Cleveland 17, Ohio. 
Data Sheet M-8, giving specifica- 
tions on multiple-spindle drilling 
and tapping heads and data of aid 
in selecting the correct head for 
the work to be done. Copies can 
be obtained by those interested if 
requested on a letter-head, ad- 
dressed directly to the company. 


Selection and Maintenance 
of Rubber Belts 


B. F. GoopricH Co., Akron, 
Ohio. Catalogue Section 2150, 
containing instructions on the se- 
lection, proper care, and main- 
tenance of rubber transmission 
belting. Tables of horsepower ca- 
pacities and belt speeds, as well 
az rules for determining horse- 
pcewer, formula for finding are of 
centact, and other technical data, 
Ne I esac stccanchbienennsicataconenaie’ 1 


Springs, Axles, Valves, 
Pumps, Etc. 

EATON MFc. Co., Cleveland 10, 
Ohio. 1947 edition of the com- 
pany’s general catalogue covering 
its complete line of products, in- 
cluding a number of new develop- 
ments. The line comprises axles, 
springs, stampings, lock-washers, 


valves, pumps, castings, cold- 
drawn wire, and dynamatic de- 
MII, vsiisd athecdbaleicascltbendadeesadsnanusnaaliieetiad 2 
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Grinding Machines 
CINCINNATI GRINDERS INC., Cin- 
cinnati 9, Ohio. Booklet G-566, 
containing complete information 
on Cincinnati 6-inch and 10-inch- 
L plain hydraulic grinding ma- 


chines. Booklet G-570, illustrating 
and describing the Cincinnati 
No. 3 centerless grinding ma- 


chine. Complete specifications are 
I sea kctininiiscacetechedaheablasucassioclehcaa: 3 


Milling Machines 


CINCINNATI MILLING MACHINE 
Co., Cincinnati 9, Ohio. Publica- 
tion M-1532, describing the con- 
struction and operation of Cincin- 
nati No. 0-8 vertical milling ma- 
chines. Publication M-1555, de- 
scriptive of Cincinnati Nos. 1-12 
and 1-18 plain automatic milling 
machines. Both catalogues include 
complete specifications. ................ 4 


Hydraulic Equipment 

SHELL OIL Co., 50 W. 50th St., 
New York 20, N. Y. Booklet pre- 
senting a comprehensive review 
of hydraulic principles and prob- 
lems, including chapters on hy- 
draulic systems and equipment; 
hydraulic oil requirements and 
performance characteristics; and 
the maintenance and cleaning of 
hydraulic systems. ........................5 


Welding of Nickel Alloys 
INTERNATIONAL NICKEL Co., 
INc., 67 Wall St., New York 5, 
N. Y. Booklet 186C listing mate- 
rials required for the metal-arc, 
oxy-acetylene, and submerged melt 
welding of nickel alloys; includes 
data on type of welding rods to 
use and other essential infor- 
ESSER ane: ORSON rena P sees 6 


Cast-Bronze Bearings 
and Bars 

BUNTING BRASS & BRONZE Co., 
Toledo 9, Ohio. Catalogue 46, list- 
ing Bunting cast-bronze standard 


stock bearings, bronze bars, bronze 
electric motor bearings, and spe- 
cial bearings. Information on in- 
stallation press fits and other en- 
gineering data are included......... 7 


Tool Engineering Service 


BUNELL MACHINE & TOOL Co., 
1601 E. 23rd St., Cleveland 14, 
Ohio. Circular outlining the engi- 
neering service offered by this 
company, which includes the build- 
ing of special machines, tools, 
dies, gages, etc.; general machin- 
ing work; and production contract 
III. ccasness dcdchaneasiasuiuebtobseandeicione g 


Inclinable Punch Presses 
WALSH PREss & DIE Co., Divi- 
SION AMERICAN GAGE & MACHINE 
Co., 4709 W. Kinzie St., Chicago 
44, Ill. Catalogue illustrating and 
describing ten models of open- 
back inclinable punch presses with 
capacities ranging from 6 to 90 
tons. 9 


Grinding Wheels 

STERLING GRINDING WHEEL DI- 
VISION, Tiffin, Ohio. Catalogue 
illustrating and describing, step 
by step, the production of Sterling 
grinding wheels, and showing ex- 


amples of the many different 
styles of wheels produced and 
their applications. ............0..... 10 


Hydraulic Piercing 
Equipment 

MUELLER ENGINEERING Co., 1116 
Book Bldg., Detroit 26, Mich. Cat- 
alogue illustrating and describing 
the company’s complete line of hy- 
draulic piercing units with auto- 
matic hydraulic stripping device. 
Engineering data is included.....11 
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Safe Operation of 
Grinding Machines 

GRINDING WHEEL MANUFAC- 
TURERS ASSOCIATION, 27 Elm St., 
Worcester 8, Mass. One of a series 
of booklets dealing with safe oper- 


ation of grinding machines. The 
present book is on portable grind- 
Be IO sestcctaesccccalginniiccliessinsit 12 


Full-Automatic Lathe 

PRATT & WHITNEY DIVISION 
NILES-BEMENT-POND Co., West 
Hartford 1, Conn. Circular 492, 
describing in detail the Pratt & 
Whitney Mode! C 1 1/4- by 18- 
inch full-automatic lathe, together 
with examples of typical jobs.....13 


Permanent Magnet Design 
CRUCIBLE STEEL Co. OF AMERICA, 
405 Lexington Ave., New York 17, 
N. Y. Booklet entitled ‘“Perma- 
nent Magnet Design,” including 
fundamental design equations and 
information on design of stabil- 
ized permanent magnets and per- 
manent magnet measurements...14 


Grinding and Polishing 
Equipment 

MINNESOTA MINING & MFG. 
Co., 900 Fauquier Ave., St. Paul 6, 
Minn. Booklet entitled “Step Up 
Production,” describing the 3M 
backstand method of finishing 
metal parts by grinding and pol- 
IC. ciate mingehatbabinnnacdinnd 15 


Roller-Bearing Universal 
Joints 


MECHANICS UNIVERSAL JOINT 
DIVISION, BORG-WARNER CORPORA- 


TION, 2020 Harrison Ave., Rock- 
ford, Ill. Catalogue G1-46, de- 
scribing the various types of 
roller - bearing universal joints 
made by this company. .............. 16 


Grinding Machinery and 
Wheels 

BRIDGEPORT SAFETY EMERY 
WHEEL Co., INc., Bridgeport, 
Conn. General catalogue 147, cov- 
ering the company’s complete line 
of surface grinders, buffing lathes, 
cut-off machines, and grinding 
RIN istnichaieeatichinus cdsuccbieielushaids 17 


Hydraulic Presses 

LAKE ERIE ENGINEERING COR- 
PORATION, 170 Woodward Ave., 
Buffalo 17, N. Y. Bulletin 147, en- 
titled “Practical Facts About Hy- 
draulic Presses in Modern In- 
dustry,” covering selection, appli- 
cation, design, installation, and 
testing of hydraulic presses....... 18 


Cast-Steel Gears 

RACINE STEEL CASTINGS CoO., 
Racine, Wis. Folder 4, entitled 
“The Outdoor Gears,” descriptive 
of the steel cast-tooth gears and 
sprockets made by the company 
for use in road and field equip- 
SR csc cet ree Scone ce ta ccaeaceneemen 19 


Lubrication in Forging 
Operations 

TEXAS Co., 1385 E. 42nd St., 
New York 17, N. Y. Monthly pub- 
lication Lubrication (September, 
1947) describes the requirements 
for successfully lubricating vari- 
cus types of forging machines...20 





Forging Data 

CHAMPION MACHINE & FORGING 
Co., 3703 E. 78th St., Cleveland 5, 
Ohio. First of a series of bulletins 
Cescribing cost reductions and 
quality control accomplished by 
forging a specific part in closed- 
SRRTORNION GOK. .............0cc0cessc00e. 21 


Bolts, Nuts, and Studs 
PAWTUCKET MFG. Co., 333 Pine 
St., Pawtucket, R. I. Catalogue 
46, listing the prices of brass, 
bronze, stainless-steel, and Monel 
metal bolts, nuts, washers, and 
screws in a wide variety of types 
SE IIL: «-scicshacachanasiinenticnieninsinenias 22 


Large Forged Nuts 

Jos. DYSON & Sons, INc., 5125 
St. Clair Ave., Cleveland 14, Ohio. 
Bulletin 51, containing informa- 
tion on large forged nuts for loco- 


motives, marine vessels, heavy 
machinery, and other large con- 
III - siiicohickeSclcbibbienihonlabidaiditasth 23 
Small Fluid-Power 
Transmissions 


OILGEAR Co., 1340 W. Bruce St., 
Milwaukee 4, Wis. Bulletin 67110, 
illustrating and describing the 
new Oilgear line of small fluid- 
power variable-speed transmis- 
sions ranging up to 3 H.P......... 24 


Rivet-Spinning Machines 
GRANT MFG. & MACHINE Co., 
Bridgeport 5, Conn. Bulletin giv- 
ing specifications for the com- 
pany’s complete line of noiseless 
rivet-spinning machines; data is 
included on riveting rolls and 
ST NII, tikisaicchaeashnioniehnntancahindaaanl 25 


To Obtain Copies of New Trade Literature 


listed in this section (without charge or obligation), fill in below the publications wanted, 
using the identifying number at the end of each descriptive paragraph; detach and mail 
within three months of the date of this issue (September, 1947) to MACHINERY, 
148 Lafayette Street, New York 13, N. Y. 
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“Phillips Screws Stopped 


Costly Damage by 
Slipping Drivers 


says COLUMBUS SHOW CASE Co. 


Right — No place for a driver to slip out of a 
screw head and run wild . . . and it doesn’t 


with Phillips Screws. 


Below — With any other type screw than a 
Phillips, applications like these would require 
slow, careful, and costly driving. 





Excerpts from another of the series of independent 
surveys by James O. Peck Co. of assembly savings 
made with Phillips Screws in leading plants. 


“In show case assembly,” explained the plant manager, 
“you're dealing with expensive, highly finished ma- 
terials. That’s one big reason we’ve been using Phillips 
Recessed Head Screws for over ten years. 


“DRIVER SLIPPAGE ELIMINATED 100%. We went to Phillips Screws 
because we'd had so much driver slippage with slotted 
screws. A driver jumping out of the slot would often 





Typical of the ultra-modern, beautifully 


finished show cases in which the 
Columbus Show Case Company uses thousands of Phillips Screws. 


PHILLIPS tive SCREWS 


Wood Screws - Machine Screws - Self-tapping Screws - Stove Bolts 


American Screw Co. 
Central Screw Co. 
Continental Screw Co. 
Corbin Screw Div. of 
American Hdwe. Corp. 
Elco Tool & Screw Corp. 
The H. M. Harper Co. 
International Screw Co. 


Pheoll Manufacturing Co. 
Reading Screw Co. 
Russell Burdsall & Ward 
Bolt & Nut Co. 
Scovill Manufacturing Co. 
Shakeproof Inc. 
The Southington Hardware Mfg. Co. 
The Steel Company of Canada, Ltd. 


ee 


National Screw & Mfg. Co. 


Lamson & Sessions Co. New England Screw Co. Sterling Bolt Co. 
Milford Rivet and Machine Co. Parker-Kalon Corporation Stronghold Screw Products, Inc. 
National Lock Co. Pawtucket Screw Co. Wolverine Bolt Company 


stings Ob 


3 
& 

‘% 

sy 
¢ 
zr 

if 
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gouge finished wood, so that expensive repairs or an 
entirely new piece were necessary. Often costly plate 
glass would be broken. Phillips Recessed Head Screws 
put a stop to such spoilage completely. 


“NO BURRED HEADS HAZARD. Phillips Screws don’t burr, so 
polishing cloths are not snagged, or merchandise such 
as stockings and underwear damaged. In show cases for 
food, where moisture is present, this freedom from 
burring leaves the plating on screw heads intact so that 
there is no unsightly rusting. 


“DRIVING TIME SHORTENED... APPEARANCE IMPROVED. The Phillips 
Recess is so much easier to locate that a “third hand” 
isn’t needed in such operations as fastening together 
two pieces of wood. You start driving sooner and finish 
faster. And the attractive Phillips Head adds an extra 
touch of refinement to the show case design.” 


HOW MUCH COULD BETTER ASSEMBLY SAVE You? Send for the 
complete Columbus Show Case report and 
others, covering wood, metal, plastic products 
... packed with ideas for saving money on your 
assembly line. Mail the coupon TODAY. 













Report No. ® 


ASSEMBLY SA 


- {ILLIPS 
Ww ITH Pt Company 


Oo 
VINGS 
SCREWS 








Phillips Screw Mfrs., c/o Horton-Noyes 
1800 Industrial Trust Bidg., 
Providence, R. I. 


Address 


ae 
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Arbors and Gear Tools 
AMGEARS, INC., 6633 W. 65th 


St., Chicago 38, Ill. Catalogue 
describing the construction of the 
Amtec spline arbor, designed to 
solve concentricity problems, and 
showing applications in various 
tynes of fixtures. ........................ 26 


Steel Service Facilities 
JOSEPH T. RYERSON & SON, 
Inc.; P.O. Box 3817, Terminal 
Annex, Los Angeles 54, Calif. 
Booklet briefly describing stocks, 


facilities, and personnel at the 
company’s new plant in Los 
IG vic scicas sun ireadasacaenniehisaianiint 27 


Fork-Lift Handling Trucks 


CLARK TRUCTRACTOR Division of 
Clark Equipment Co., 258 W. 
Champion St., Battle Creek 32, 
Mich. Booklet describing the 
“Trucloader,” a 1000-pound fork- 
lift truck for handling a wide 
TIO OE SOIR, ono snnccccscccccccceecesss: 28 


Large-Diameter Brass Rods 
TITAN METAL MFc. Co., Belle- 
fonte, Pa. Catalogue containing 
data on Titan large-diameter 
brass rods, including maximum 
lengths, compositions, standard 
specifications, etc. .........ccccccceee 29 


Welding and Cutting 
Equipment 

VICTOR EQUIPMENT Co., 844 Fol- 
som St., San Francisco 7, Calif. 
Catalogue descriptive of Victor 


gas-welding and flame - cutting 
NS ois tiie cnetasatinigienias 30 


Strip Expander for Hydraulic 
Equipment 

HPL Mrs. Co., 2013 E. 65th St., 
Cleveland 3, Ohio. Folder on HPL 
strip expanders for fluid sealing 


on pneumatic or hydraulic equip- 
ECE SEEN Ne ee ee ee 31 


Carbide and Cast-Alloy 
Tipped Tools 

ECONOTOOL Co., Jenkintown, Pa. 
Bulletin describing carbide and 
cast-alloy tipped “Econotools” for 
small boring mills, turret lathes, 
and engine lathes. oo... 32 


Bolts, Nuts and Screws 

J. H. WILLIAMS & Co., 400 Vul- 
can St., Buffalo 7, N. Y. Circular 
listing the dimensions, capacities 
and prices of drop-forged hoist 


hooks, eye-bolts, thumb-screws, 
I I nal can ca inmate 33 


Die-Less Duplicating 
O’NEIL-IRWIN MFG. Co., 332 
Eighth Ave., Lake City, Minn. 
Catalogue 47-12, containing 40 
pages of information on the Di- 
Acro system of die-less duplicat- 
ing and the equipment employed 
WIth TRIS PFOCODE. ..........000.0:000000. 34 


Oxy-Acetylene Cutting 


AtIR REDUCTION SALES Co., 60 
E. 42nd St., New York 17, N. Y. 
Catalogue containing the reprint 
of an article entitled “Oxy- 
Acetylene Cutting in Sheet-Metal 
SEE scduatsancncinmaacndepetbiccaaa 35 


Balancing Machines 


COMMERCE PATTERN FOUNDRY 
& MACHINE Co., 7450 Melville 
Ave., Detroit 17, Mich. Catalogues 
descriptive of the Models 3440 
and 3580 ‘“Micro-Poise” static 
precision balancing machines.....36 


Arc-Welding Accessories 
METAL & THERMIT CORPORA- 
TION, 120 Broadway, New York 5, 
N. Y. Bulletin 120, describing a 
complete line of arc-welding ac- 
cessories, including electrode-hold- 
ers, helmets, eve-shields, ete....... 37 


Adjustable Steel Shelving 
PRECISION EQUIPMENT CoO., 2658 
N. Long Ave., Chicago 39, IIl. 
Circular giving details on steel 
shelving equipped with quick-act- 
ing clips for rapidly adjusting the 
space between shelves. .............. 38 


Mounted Wheels and 
Mounted Points 

NORTON Co., Worcester 6, Mass. 
Booklet on Norton mounted wheels 
and mounted points, illustrating 
standard shapes and sizes and in- 
eT 39 


Safety Tools 


AMPCO METAL, INC., Milwau- 
kee 4, Wis. Catalogue 118, illus- 
trating and describing the Ampco 


line of non-sparking, non-mag- 
netic, and non-corrosive metal 
safety hand tools. ...................00 40 


Hole-Punching Units 

WALES - STRIPPIT CORPORATION, 
845. Payne Ave., North Tona- 
wanda, N. Y. Catalogue BL, giv- 
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ing specitications covering Type 
BL hole-punching units. ............ 41 


Tapping Machines 

PROCUNIER SAFETY CHUCK CO., 
18 §. Clinton St., Chicago 6, IIl. 
Bulletin D-47, describing the latest 
models of Series D universal tap- 
SE MII cisivcciceiniumnnivancivoal 42 


Gears 


NEW YORK GEAR WORKS, 130- 
35 Ninety-first Ave., Richmond 
Hill 18, N. Y. Catalogue listing 
stock gears of all kinds; includes 
essential gear calculation data...43 


Recording Thermometers 
and Gages 

BRISTOL Co., Waterbury, Conn. 
Bulletin T-835, on the company’s 
new line of Series 500 recording 
thermometers and gages. .......... 44 


Industrial Cleaning Machine 
L & R Mee. Co., 577 Elm S&t., 
Arlington, N. J. Circular describ- 
ing an industrial precision ma- 
chine for cleaning, rinsing, polish- 
ing, and drying small parts....... 45 


Gears and Sprockets 
AMERICAN GEAR & MFG. Co., 
5900 Ogden Ave., Chicago 50, IIl. 
Catalogue 340, listing the com- 
pany’s complete line of stock gears 
and sprockets, including prices...46 


Combustion Systems and 
Burners 

SURFACE COMBUSTION CORPORA- 
TION, Toledo 1, Ohio. Booklet de- 
scribing gas-fired combustion sys- 
temis and DUPMENS. ..................0.0.. 47 


Stainless-Steel Wire Cloth 
BUFFALO WIRE WORKS Co., 
INc., 320 Terrace, Buffalo 2, N. Y. 
Folder 596, on stainless-steel wire 
cloth, including laboratory ratings 
on corrosion resistance............... 48 


Portable Arc-Welders 


HOBART BROTHERS CoO., Troy, 
Ohio. Circular descriptive of the 
Hobart portable multi-range arc- 
welders with dual control. ........ 49 


Universal Joints 

B. M. Root Co., York, Pa. Bul- 
letin 163, giving specifications on 
universal joints for shafts from 
1/4 to 7/8 inch in diameter.......50 






























Mechanism for Converting Rotary to 
Constant-Velocity Reciprocating Motion 


By J. V. NEVILLE 


The mechanism shown diagrammatically in 
the accompanying illustration was devised to 
impart a reciprocating motion to the sliding 
member A from the rotating shaft B. This re- 
ciprocating motion was required to operate the 
bellows of an artificial respiration machine in 
such a manner as to simulate the inspiration and 
expiration of natural breathing. 

In natural breathing, the expanding move- 
ment of the ribs, accompanied by a downward 
pull of the diaphragm produces a 
suction power for inhaling air 
which operates immediately at its 
full velocity and continues to do 
so to the end of the inhalation. 
It is apparent, therefore, that the 
accelerating and decelerating mo- 
tion produced by a simple crank 
mechanism such as is usually em- 
ployed to convert rotary to recip- 
rocating motion cannot be used 
to drive the reciprocating bellows- 
operating member A. 

The special mechanism devised 
for this purpose, like the natural 
mechanism of the chest, immedi- 
ately starts the flow of air into 
the lungs at full velocity and 
continues the flow at a uniform 
rate to the end of the air inject- 
ing motion, after which it causes 
the air to be withdrawn from the 
lungs in a similar manner. 


Constant-velocity Reciprocating Motion 
Mechanism Designed to Operate the 
Bellows of an Artificial Respiration 


Machine 
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CHANISMS 


Mechanisms Selected by Experienced 
Machine Designers as Typical Examples 
Applicable in the Construction of 
Automatic Machines aud other Devices 


To duplicate the rate of natural breathing, the 
driving motor C was equipped with reduction 
gears to give shaft B a uniform speed of 16 
R.P.M. The reciprocating motion is imparted 
to member A in the direction indicated by arrow 
D from the rotating shaft B through arm £, flat- 
faced wheel F,, and a flexible steel band G in the 
manner to be described. 

Shaft B, with the arm E secured to it by a 
pin, rotates in a counter-clockwise direction, 
causing arm £ to ride on the rim of wheel F, 
which is a free running fit on shaft B. One end 
of the flexible steel band G is fastened to wheel 
F at H, and the other end is secured to the 
bellows-actuating member A. 





































The arm E is made of spring material, and is 
so designed that it will automatically drop into 
slots or notches J and K in the rim of wheel F 
as it is rotated in a counter-clockwise direction. 
The illustration shows arm E in slot J, in which 
position it acts as a driver for wheel F, causing 
the wheel to rotate counter-clockwise. 

This rotation of wheel F serves to wind steel 
band G over the face of the wheel and thus pull 
the bellows operating member A to the left, in 
the direction indicated by arrow D. The move- 
ment of member A continues at a uniform speed 
until the outer projecting end L of arm E comes 
in contact with the cam-faced dog M, which lifts 
the arm out of the driving notch J in wheel F. 

As soon as arm E£ is lifted from the driving 
slot, the spring N, which has been compressed 
by the movement of A to the ieft, instantly ex- 
pands and forces member A to the right, thus 
completing the return stroke. This return stroke 
of member A causes wheel F to revolve clock- 
wise back to its original starting position, where 
it is stopped by a device not shown. 

The arm E then continues to ride or slide on 
the rim of the wheel until it drops into the slot 
K. The movement of member A to the left is 
then repeated in the manner described until an- 
other cam-faced dog P disengages arm E and 
allows the spring N to return the member A 
again to the starting point. Member A travels 
at a constant velocity during its stroke to the 
left because the rotating speed of wheel F is con- 
stant and therefore provides a constant speed 
for winding the flexible band G around the 
wheel face. 

If a power return motion is required for mem- 
ber A in place of the spring-actuated return mo- 
tion, gears can be employed to operate the mech- 
anism in the reverse direction. Since the bellows 
are only a secondury part of the mechanism, they 
are not shown. 

The notches J and K in wheel F are deep 
enough to seat arm FE. One end of each notch is 
beveled or sloped to allow arm E to drop into 
the slot until it strikes the driving end of the 
notch which is at right angles to the rim. The 
dogs M and P are fixed, and are so positioned 
that they lift arm F out of the notches in wheel 
F at the proper time as it traverses around with 
the wheel rim, and then allow it to drop back 
into contact with the rim. It then slides along 
the edge and in contact with the rim in a coun- 
ter-clockwise direction while the wheel is being 
reversed and being moved in a clockwise direc- 
tion by spring N, until it drops into the next 
notch in the rim edge, which again immediately 
reverses the motion of wheel F. 
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Production and Machine Tool 
Show at Chicago Amphitheater 


Approximately 100 exhibitors are expected to 
show their products at the Production and 
Machine Tool Show, which will be held at the 
International Amphitheater in Chicago from 
September 17 to 26, inclusive. This Show is not 
to be confused with the Machine Tool Show, also 
being held in Chicago during the same period. 

Machines on exhibit at the Production and 
Machine Tool Show will include lathes, drill 
presses, punch presses, grinding machines, band- 
sawing and filing machines, milling machines, 
electric arc-welders, die-casting machines, profile 
grinders, and other types of machines, together 
with accessories. The Show will be open from 
10 A.M. to 9:30 P.M. daily, with the exception 
of Sunday, September 21. 


* * * 


New Method of Evaluating 
Roughness of Surfaces 


A method developed by the National Bureau 
of Standards to evaluate the roughness of a 
finished surface permits rapid examination of a 
relatively large area, prevents scoring of the 
surface while obtaining the data, and gives a 
permanent record of the finish. 

The method consists of reproducing the sur- 
face on a plastic sheet that can then be analyzed 
by photo-electric means. This replica is produced 
by applying a suitable solvent, or solution of 
plastic, to the test surface and pressing on a 
strip of clear plastic film. When dry, the film, 
or replica, is readily stripped from the surface. 

The surface is evaluated by passing a_re- 
stricted beam of light through the replica, which 
is oscillated, and through a restricting dia- 
phragm onto a photo-electric cell. The replica 
is oscillated with respect to the light beam in a 
straight line or in a curved path with the path 
of motion maintained so that the light beam will 
cross the protuberances and recesses of the 
surface. 

Even minute variations in the number and 
nature of the protuberances and recesses on the 
replica film cause corresponding variations in 
the intensity and angle of refraction of the light 
transmitted by the replica. The light passing 
through the restricting diaphragm strikes the 
photo-electric cell and produces a correspond- 
ingly varying current. Meter readings or records 
are translated into “roughness” evaluations by 
calibrating against surfaces of known roughness 
as determined by microscopic means. 




























STYLE 6RS 


STYLE 12H 


STYLE LG 


The Kennametal tools shown above 
are representative of more than 60 
standard styles—each designed to 
increase the productivity of machine 
tools, and reduce tooling costs, on 
specific metal-cutting jobs. See the 
complete line at— 


KENNAMETAL DISPLAY 
Machine Tool Show 
Space 570 


Hard, durable Kennametal cemented carbide cutting tools can turn out from two 
to five times as much as high speed steel tools on the same machine and in the 
same time, because— 


—they make possible machining at speeds 3 to 10 
times as fast as with high speed steel tools, 


—last many times as long before needing resharp- 
ened, thereby greatly reducing machine down- * { 
time, and 





—cut tougher steels and hard, abrasive cast-iron; — 
as well as steel in the hardened state, thus often 
saving annealing and rehardening operations. 


It's good business to invest thousands of dollars in faster, 
more powerful machine tools. It's even better business 
to invest a few extra pennies in long-lived Kennametal 
cutting tools that enable the machine tool to produce more, in less time, at less 
cost. For example: 

On the straddle-facing job sketched at the right, recently-developed Kennametal 
“clamped-in solid round” tools (Style 6RS illustrated) have increased production 
20%, and are saving $10.00 per tool per day. This is not extraordinary performance 
—it is a typical example of the outstanding results obtained by using Kennametal 
cemented carbide instead of other tool materials, and skillfully engineering it 
to the job. 











Kennametal tool engineers are at your service to help you get more work 
from your machine tools. Call upon them. @ Kennametal! standard tools, 
that will handle up to 90% of all machining jobs, are listed and priced in 
Catalog 47. Write for a copy. 


A 


4) KENNAMETAL re. 


LATROBE, PA., 


TRADE MARK REG. 
U. S. PAT. OFF. 


MANUFACTURERS OF SUPERIOR CEMENTED CARBIDES 
AND CUTTING TOOLS THAT INCREASE PRODUCTION 
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PRESENTS AN 
LINE OF ENGINE 





TOOL 


mes Guclders of Preciscou 
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- ADVANCED PIN DESIGN... 
UN SSMEN//ocIN CONVENIENCE... 


UL, IN ACCOMPLISHMENT... 


@ In this line of new Engine Lathes Sidney has 
anticipated both the power needs to drive carbide 
tools and high speeds and feeds required to meet 
new production demands. 


Running at speeds which would have sounded 
fantastic only a few months ago—you’ll be amazed 
at the speed of these machines—at the ease of control 
—and at the precision of the work turned by them. 


Another distinguishing feature of these lathes is the 
continuous tooth herringbone geared head developed 
by Sidney. This unit is largely responsible for the 
smooth flow of power to the spindle—minimum of 
back-lash—and freedom from chatter. 


Look them over—see them in operation and determine 
for yourself the many advantages Sidney Lathes offer 
in greater production—ability to meet close tolerances 
—and lower cost per piece. 


Full descriptive bulletins will be available at the 
show. If you are unable to attend the show write 
us for details or ask for a representative to call. 
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California and Oklahoma 


Mre. Co., Los Angeles, 
Calif., manufacturer of heavy-duty 
engine lathes and oil production 
equipment, has completed negotia- 
tions for the establishment of an ex- 
tensive sales and service organiza- 
tion in Venezuela and Colombia, 
South America. M. Ray Concer, who 
has been with the Axelson pump 
sales and service division since 1929, 
will represent the company and will 
be located at Caracas, Venezuela. 


AXELSON 


J. K. SurTHertanp has been ap- 
pointed sales manager of Bench- 
master Mfg. Co., Los Angeles, Calif. 
Mr. Sutherland has been sales man- 
ager for the last four years with the 
Diamond Machine Tool Co. 


Paut I. StTeveNs has been ap- 
pointed works manager of the San 
Diego, Calif., Division of Consolidated 
Vultee Aircraft Corporation. Prior to 
his appointment, Mr. Stevens was 
manufacturing assistant. 


B. C. Ames Co., Waltham, Mass., 
announces the appointment of the 
MARSHALL SUPPLY & EQUIPMENT Co. 
as sales representative in the state 
of Oklahoma. The Marshall concern, 
located at 109 W. First St., Tulsa, 
will handle the Ames line of microm- 
eter dial gages and micrometer dial 
indicators. 


Georgia 


WILLIAM WALTERS is now in charge 
of field circulation for MacuInery in 
nine southern states, including Ala- 
bama, Florida, Georgia, Kentucky, 
Mississippi, North Carolina, South 
Carolina, Tennessee and Virginia. 
His headquarters are in Atlanta. 


Illinois and Indiana 


FANSTEEL METALLURGICAL CORPORA- 
TION, North Chicago, IIll., recently 
acquired the Wetcer-WeEEpD Co., De- 
troit, Mich., manufacturer of refrac- 
tory alloys, resistance welding dies, 
welding fixtures, electrode - holders, 
and resistance welding accessories. 
The Weiger-Weed Co. will continue 
to be operated in Detroit under its 
own name as a Civision of the Fan- 
steel Metallurgical Corporation. 


CRESCENT INDUSTRIES, INc., and the 
Crescent Toot & Die Co., Chicago, 
Ill, have merged, and will operate 


under the name of CrEescENT INDUS- 
TRIES, Inc. The company will manu- 
facture metal stampings, dies, and 
tools, and radio equipment. No 
change will be made in the manage- 
ment personnel. 


SUNDSTRAND MACHINE Toot Co., 
Rockford, Ill., has appointed W. A. 
STAUBLIN sales manager of hydraulic 
equipment for the Hydraulic Divi- 
sion of the company, and has named 
C. W. Lane sales manager of the Oil 
Burner Pump Division. 


J. G. Green has been appointed 
Midwestern representative for the 
Baker Industrial Truck Division of 
Baker-Raulang Co. Mr. Green’s head- 
quarters will be at 407 S. Dearborn 
St., Chicago, III. 


E. L. Esstey MAcHINERY Co. an- 
nounces the removal of its offices 
from 825-845 W. Evergreen Ave., 
Chicago 22, Ill., to 565 W. Washing- 
ton Blvd., Chicago 6, Ill’ \ 


MARSHALL E. Neri has been ap- 
pointed general sales manager of the 
Mid-States Equipment Corporation, 
Chicago 16, IIll., manufacturer of 
alternating-current welders. 


P. O. Pererson has been named vice- 
president in charge of manufacturing 
for Studebaker Corporation, South 
Bend, Ind. He was previously direc- 
tor of purchases. Mr. Peterson suc- 
ceds Ratpu A. Varn, who is retiring 
in accordance with the company’s 
retirement program. 


Michigan and Wisconsin 


F. P. ZimMeErRLI, chief engineer of 
the Barnes-Gibson-Raymond Division 
of the Associated Spring Corporation, 
Detroit, Mich., will receive the high- 
est award for technical achievement 
that is conferred by the American 
Society for Metals in Chicago on 
October 23. The honor, known as the 
Albert Sauveur Award, was first 
given in 1934 to perpetuate the 
memory of Dr. Albert Sauveur, of 
Harvard University. The award will 
be conferred on Mr. Zimmerli for his 
basic research in the field of shot- 
peening. 


E. W. Biiss Co. is transferring its 
Michigan sales office from Lansing to 
the Bliss plant in Hastings, Mich., 
from which point sales for the entire 
state, with the exception of the De- 
troit district, will be handled. 
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Reginald A. Smith, Sales 
Manager of the DeVlieg 
Machine Co. 


REGINALD A. SmirH has been ap- 
pointed sales manager of the DeVlieg 
Machine Co., Ferndale, Mich. For- 
merly connected with Alfred Herbert, 
Ltd., of Coventry, England, he was 
resident representative in the United 
States for the Herbert organization 
from 1939 to 1945. 


Boyp V. GigsgEy, formerly senior de- 
sign engineer for the Taylor-Winfield 
Corporation and for the last two 
years in. charge of the Flash Welder 
Division of the Progressive Welder 
Co., Detroit, Mich., has been placed 
in charge of all sales of resistance 
welding equipment for the latter con- 
cern in the state of Michigan north 
of Detroit. His headquarters will be 
at 320 S. Larch St., Lansing, Mich. 
R. O. Wricut, formerly welding ap- 
plications engineer, will assist him. 


PROGRESSIVE WELDER Co., Detroit 12, 
Mich., has acquired the Warren 
AtLoy & MAcHINE Co., which has 
been operating a non-ferrous foundry 
in Warren, Ohio, and a jig, fixture, 
die, gage, and punching plant in De- 
troit. Both plants will be conducted 
as a division of the Progressive 
Welder Co. under the name WARREN 
ALLoy & MACHINE DIvIsIoNn. 


Twin Disc CLutrcH Co., Racine, 
Wis., announces the following ap- 
pointments in its sales department: 
C. F. MourpacHer, assistant sales 
manager of the Racine Division; 
A. E. Younc, E. H. Bennett, and 
J. B. JENKINS as district managers 
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in the West Coast, eastern, and Mich- 
igan territories, respectively; and 
P. G. TyrrELtL and P. W. WAHLER, 
assistant district managers at Los 
Angeles, Calif., and Seattle, Wash., 
respectively. 


New York and New Jersey 


Harry R. FILyMorE has been ap- 
pointed general foreman of the Hor- 
nell, N. Y., plant of SK F Industries, 
Inc. This new plant, which is 
scheduled to begin operations Sep- 
tember 1, will manufacture anti-fric- 
tion pillow blocks, which were for- 
merly produced at the main plant in 
Philadelphia. 


PorTER-CABLE MACHINE Co., Syra- 
cuse, N. Y., will exhibit a complete 
line of wet and dry abrasive belt 
grinders in Rooms 114 to 116 of the 
Hotel Sherman, Chicago, September 
22 to 26. This exhibit will be held in 
conjunction with the Machine Tool 
Show. 


ALFRED MArRcHEv, former president 
and chairman of the board of the 
Republic Aviation Corporation, has 
been elected to the board of directors 
of the Aircraft Screw Products Co. 
of Long Island City, N. Y. 


INDUCTION HEATING CORPORATION 
announces the removal of its plant 
and offices to 181 Wythe Ave., Brook- 
lyn 11, N. Y., where larger facilities 
are available. 


C. W. LAPIERRE, formerly manager 
of the General Electric Co.’s electro- 
mechanical division of the engineer- 
ing and consulting laboratory, has 
joined the American Machine & 
Foundry Co., 60 Beaver St., New York 
4, N. Y., as vice-president in charge 





T. L. Robinson, Newly Elected 
President of the Wel-Met Co. 


of engineering. The company has also 
appointed H. L. Nmwe.Lt, who was 
previously president of Waring Prod- 
ucts Corporation, manager of the 
central engineering department, with 
headquarters in Brooklyn. 


CONDENSER SERVICE & ENGINEERING 
Co., INc., announces the opening of a 
plant for development work and 
metal spraying at 601 Newark St., 
Hoboken, N. J. The company has 
been engaged in metal spraying work 
for the last fifteen years, and has 
three other plants in Pennsylvania 
and Delaware. 


H. S. JAKoBSEN, formerly a partner 
in the J & S Tool Co., Hast Orange, 
N. J., manufacturer of precision form 
dressers, announces that he has dis- 
posed of his interests in that concern. 





C. W. LaPierre, Vice-president in 
Charge of Engineering of Amer- 
ican Machine & Foundry Co. 


Affiliated Photo-Conway 

H. L. Newell, Manager of Central 

Engineering Department of Amer- 
ican Machine & Foundry Co. 
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H. L. Kinney, Executive Vice- 
president of the Wel-Met Co. 


Ohio 

WEL-MEvr Co., Kent, Ohio, has been 
purchased by a group of northern 
Ohio business men. Newly elected 
officers of the company, all members 
of the purchasing group, are T. L. 
ROBINSON, president; H. LEsLic KIn- 
NEY, executive vice-president in 
charge of sales; and Leo R. KunvTz, 
secretary and treasurer. Mr. Robin- 
son, head of the company since its 
inception as a subsidiary of the S. K. 
Welman Co., was formerly associated 
with the Amplex Division of the 
Chrysler Corporation, in Detroit. 


BAKER-RAULANG Co., Cleveland, O., 
is erecting an addition to its factory 
at 8200 Baker Ave. The building, 
consisting of four 40- by 100-foot 
bays, will provide improved facilities 
for the assembly, testing, and ship- 
ping of products from the industrial 
truck division. 


Ropert A. WEINHARDT has joined 
Willys-Overland Motors, Inc., Toledo, 
Ohio, as automotive power plant en- 
gineer. He will be in charge of all 
Willys-Overland engine design. 


Jack F. KNopiocn, general super- 
intendent of the Weatherhead Co. 
since 1941, has joined the staff of 
Jack & Heintz Precision Industries, 
Inc., Cleveland, Ohio, as_ superin- 
tendent of the ba!l bearing division. 


WaAbE-Morrison Co., Cleveland, O., 
has recently been organized to manu- 
facture conveyor chains. The com- 
pany has two factories, one at Colum- 
bus and the other at Alliance, Ohio, 
both of which are in production. 


A. R. Ketso has been appointed 
executive vice-president of the War- 
ren City Mfg. Co. and the Warren 
Stamping Co., both of which are sub- 
sidiaries of the Federal Machine and 
Welder Co., Warren, Ohio. 
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Welded Steel Cuts 


By W. E. Benninghoff, General Manager 
TOCCO Division 
The Ohio Crankshaft Company, Cleveland, Ohio 


Y thinking in terms of welded design for the fabri- 
B cation of parts and assemblies of TOCCO Induc- 
tion Heating Equipment, we have been able to benefit 
in two important ways. 


1. Day after day, we use welded design in the develop- 
ment of work-handling fixtures and accessories for stand- 
ard TOCCO machines and in the designing of special 
TOCCO machines. Each must be built to match a 
specific application. Welding permits us to use greater 
ingenuity and freedom in the design of this equipment 
and to manufacture quicker, at lower cost. 
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Fig. 1. Completed TOCCO Induction Heating Machine with former base. 


2. In the manufacture of our standard TOCCO ma- 
chines of all sizes and types, we use welded design for 
many parts to provide maximum rigidity and strength, 
lighter weight and lower cost. It also enables us to con- 
tinually improve these parts because we are not re- 
stricted by patterns. The cabinet frame of the 150 KW 
TOCCO unit shown in Fig. 1 is an example of the larger 


welded steel parts which we have used for some time. 


Recently we have also changed the base of the machine 
shown in Fig. 1 from cast iron to welded steel. The cast 
iron base weighed 3175 lbs. compared to 1180 Ibs. for 
the welded steel base shown in Fig. 2. It was necessary 
to machine the top of the cast base to secure level mount- 
ing for the motor generator set. The welded base is 


Cost of Base 45% 





Fig. 2. The new welded steel base for 150 KW machine shown in Fig. 1. 


sufficiently level as fabricated and requires no machin- 
ing, thus providing further saving. 

The total net cost saving with the welded steel base 
is 45%. 

The base of this TOCCO machine supports a 150 KW 
high-frequency motor-generator, transformers, elec- 
trical controls and other equipment, housed in a steel 
cabinet. The total weight of the machine, including the 
base, is about 12,000 lbs. In service, it must be per- 
manently level, rigid and have good vibration-dampen- 


ing qualities. 





Fig. 3. Schematic drawing of fabricated base. 


The construction of the welded steel base is shown in 
Fig. 3. Made of standard mill shapes and plate, it re- 
quires a minimum amount of welding, resulting in close 
control of tolerances and minimum cost. It is proving 


highly satisfactory in performance in every respect. 


The above is published by LINCOLN ELECTRIC in the interests of Progress. 
For Studies in Machine Design, write The Lincoln Electric Company, Department 228, Cleveland 1, Ohio. 
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Owen G. Watterman, Newly 
Appointed Sales Manager, 
Zagar Tool, Inc. 


OwEN G. WATTERMAN has been ap- 
pointed sales manager for Zagar 
Tool, Inc., Cleveland, Ohio, manufac- 
turer of gearless hydraulic drilling 
and tapping heads, production tools, 
and special machinery. Mr. Watter- 
man has been connected with the 
company for more than six years, 
and has been steadily advanced to 
his present post. 


CHARLES D. Extiorr has become 
associated with the Herbrand Divi- 
‘sion of the Bingham Stamping Co., 
Fremont, Ohio, in the capacity of 
assistant to the manager. 


Pennsylvania 


BALDWIN LocomorivE Works, Phila- 
delphia, Pa., announces that it has 
been appointed exclusive American 
agent for the Huggenberger Tensom- 
eters, the importation of which 
from Switzerland ceased during the 
war. This instrument was one of the 
first to simplify strain measurement 
so as to make it possible to measure 
strains in the field, as well as in the 
laboratory. 


E. B. Brant has been appointed 
district sales manager of the Page 
Steel and Wire Division, American 
Chain & Cable Co., Inc., Monessen, 
Pa., succeeding Frep H. Jonres, who 
has retired because of ill health. 
Mr. Brant will make his _head- 
quarters at 908 Empire Bldg., Pitts- 
burgh, Pa. 


JAMES W. KINNEAR, JR., has been 
appointed executive vice-president of 
the Firth Stérling Steel & Carbide 
Ccrporation, McKeesport, Pa. He 
formerly held the position of assist- 
ant manager of operations of the 
Pittsburgh district with the Carnegie 


James W. Kinnear, Jr., Exec- 
utive Vice-president of Firth 
Sterling Steel & Carbide Corpn. 


Illinois Steel Corporation. Mr. Kin- 
near’s father was one of the men who 
founded the Firth-Sterling Steel Co. 
in 1896. 


E. B. CLesorRNE was_ recently 
elected executive vice-president of 
the Allegheny Ludlum Steel Corpo- 
ration, Pittsburgh, Pa. Mr. Cleborne 
has been vice-president and director 
since the corporation merged with 
the Ludlum Steel Co. in 1938. Prior 
to that, he was a vice-president and 
director of the Ludlum concern. 


PENNSYLVANIA FLEXIBLE METALLIC 
Turntne Co., Philadelphia, Pa., has 
appointed H. L. Borrscu vice-pres- 
ident in charge of sales. T. R. Boyre, 
formerly manager of the Syracuse 
branch of the company, has been 
made manager of the Chicago branch, 
located at 4532 W. Harrison St. The 
post of manager of the Syracuse 
branch (415 Loew Bldg.) will be 
filled by J. J. Lyncn. 


J. Marcus Warp was 
elected vice-president in charge of 
sales for the Heintz Mfg. Co., Phila- 
delphia 20, Pa. Mr. Ward was previ- 
ously in charge of the Philadelphia 
sales office. He takes the place of 
Wru1am J. Bryant, who retired last 
year. 


L. R. GArRrETSON, since 1925 adver- 
tising manager of the Leeds & North- 
rup Co., Philadelphia, Pa., recently 
retired because of ill health. His suc- 
cessor is KENNETH W. CoNNERS, who 
has been a member of the advertis- 
ing department since 1934. 


RicHARD M. PAXTON, Jr., has been 
elected vice-president of the Jessop 
Steel Co., Washington, Pa. He has 
been connected with the company 
since 1924. 
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recently 





E. B. Cleborne, Executive 
Vice-president of Allegheny 
Ludlum Steel Corporation 


Rhode Island and Connecticut 


FEDERAL Propucrs CORPORATION, 
Providence, R. I., has made the fol- 
lowing changes in three of their 
branch offices: RatpH H. CHAPMAN, 
formerly in the Detroit office, is now 
in charge of the Los Angeles office, 
which recently was moved to Room 
214, 1489 W. Washington Blvd., 
Los Angeles 7, Calif. Kenneru A. 
HEINOLD, whom he succeeded, will 
head the Rochester office, with head- 
quarters in Room 814 in the Genesee 
Valley Trust Bldg., Rochester 4, N. Y. 
Jack Ketsry, who was manager of 
the Rochester office, is now manager 
of the Cleveland office, which has 
been moved to 713 Hanna Bldg. An- 
nex, Cleveland 15, Ohio. 

The corporation also announces 
that the Detroit office of the concern, 
formerly located at 212 Boulevard 
Bldg., 7310 Woodward Ave., Detroit 2, 
Mich., has moved into its own build- 
ing at 17181 Schaefer Highway, De- 
troit 21, Mich. The office will con- 
tinue to maintain a stock and repair 
service, in addition to serving as 
headquarters for the salesmen in the 
Detroit territory. A. R. Suport has 
recently joined the Detroit sales 
office, taking the place of RatpH H. 
CHAPMAN, who has been appointed 
manager of the Los Angeles branch 
office. 


FARREL-BIRMINGHAM Co., INc., An- 
sonia, Conn., manufacturer of heavy 
industrial equipment, gears, and gear 
units, announces that an arrange- 
ment has been made with JoHN 
Bertram & Sons Co. Lrp., Dundas, 
Ontario, Canada, by which that com- 
pany will build Farrel-Birmingham 
processing equipment, rolling mill 
machinery, and hydraulic machinery 
in Canada. 























Heeves: 

8 
In the plants of some 25,000 manufacturers 
and processors you will find, today, more 
than 260,000 production machines equipped 
with infinite, stepless REEVES Speed Control. 
On the blueprints and catalogs of machine 
manufacturers you will also see more than 
2,100 different makes of machinery calling 
for REEVES Variable Speed Drives as stand- 
ard equipment. And, if you’ll take a look at 
the record, you'll soon discover why REEVES 
is thus accepted as a name synonymous 


throughout industry with accurate, variable 


aq name synonymous throughout industry 
with accurate, variable speed control 


speed control. For the record shows that in 
the specialized field of speed control engi- 
neering no other manufacturer equals REEVES 

.. either in design, manufacturing and appli- 
cation experience ...in number or variety of 
installations ... in dollars-and-cents savings 
to the user... in completeness of line... or 
in the quality of service rendered those who 


build and use REEVEsS-equipped machines. 


REEVES PULLEY COMPANY - COLUMBUS, INDIANA 
Recognized Leader in the Specialized Field of Speed Control Engineering 


THE THREE BASIC REEVES SPEED CONTROL UNITS 





VARIABLE SPEED TRANSMISSION for pro- 
viding infinite, accurate speed flexi- 
bility over a wide range—2:1 to 16:1. 


Sizes—fractional to 87 hp. 
Ad 


Sizes to 15 hp. 


VARI-SPEED MOTOR PULLEY converts any 
standard constant speed motor to a 
variable speed drive within 4:1 ratio. 





MOTODRIVE combines motor, speed varying 
mechanism and reduction gears in single 
compact unit. Speed variations 2:1 to 6:1 
inclusive. Sizes to 15 hp. 


REEVES Speed Control 
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Crawford N. Kirkpatrick 


Crawford Neai Kirkpatrick, chair- 
man of the board of the Landis Ma- 
chine Co., Inec., Waynesboro, Pa., 
died at his home in Waynesboro on 


July 28 at the age of fifty-seven years. 


Mr. Kirkpatrick, a well-known fig- 
ure in the machine tool industry and 
in the metal trades industry, was 
highly regarded for his progressive- 
ness and leadership. His entire 
working life was spent with the 
Landis Machine Co. Starting in the 
shipping department during his 
school vacations, he entered the sales 
department upon his'- graduation 
from Dickinson College in 1913. 


Through his forceful energy, Mr. 
Kirkpatrick rose rapidly to an exec- 
utive position, and successively held 
the positions of sales manager, secre- 
tary, general manager, vice-president, 
and finally president, which latter 
position he assumed in 1942 upon the 
death of J. G. Benedict. Owing to ill 
health, he was compelled to relin- 
quish his active duties, and in March 
of this year was elected chairman of 
the board. He also served as secre- 
tary of the Canadian Landis Machine 
Co., Ltd., Welland, Ontario, as well 
as a director of both the home and 
Canadian companies. 

He served a term of three years as 
a director of the National Machine 
Tool Builders’ Association and was 
treasurer of this Association from 
1944 to 1945. He was a member of 
the National Metal Traces Associa- 
tion, National Industrial Conference 
Board, Army Ordnance Association, 
Pennsylvania Society of New York, 
and served on committees of the War 
Production Board, National Associa- 
tion of Manufacturers, and American 
Petro'eum Institute. 

Mr. Kirkpatrick is survived by his 
wife end two sons. 


Willard A. Erickson 


Willard A. Erickson, for many 
years assistant manager of the New 
York office of the Heald Machine Co., 
Worcester, Mass., died on August 23 
of pneumonia. Mr. Erickson was born 
in Worcester on January 18, 1888, 
and started working for the Heald 
Machine Co. in 1907. He was well 
known in the metal-working industry 
throughout Massachusetts, Connect- 
icut, New York, and Pennsylvania, 
and will be sincerely mourned by 
his friends and business associates. 
Mr. Erickson was a member of the 





Northern New Jersey Chapter of the 
American Society for Tool Engineers, 
and also belonged to a number of 
fraternal organizations. 


FreED P. UNpERWOOD, vice-president 
and secretary of the Vanadium- 
Alloys Steel Co., Latrobe, Pa., died 
on August 8 of a heart attack, at the 
age of sixty-two years. Mr. Under- 
wood joined the Vanadium-Alloys 
organization in 1915 and became 
secretary in 1918. In 1945, he was 
made vice-president of the company. 


- 2 «& 


Magnetic Alloy Used in 
Light-Weight Motors 


A 35 per cent cobalt, 64 per cent 
iron, 1 per cent chromium alloy that 
carries more magnetism than any 
other alloy practical for use in mo- 
tors and generators and is tough 
enough to withstand intense vibra- 
tion has been. developed by Dr. 
Trygve D. Yensen of the Westing- 
house Research Laboratories in col- 
laboration with J. K. Stanley. The 
combination of 35 per cent cobalt 
with iron gives the highest magnetic 
saturation point cf any known metal- 
lic material, and the 1 per cent 
chromium makes the alloy workable. 

The new alloy, “Hiperco,” will make 
possible the building of compact elec- 
tric motors and generators about 10 
per cent smaller and lighter than 
those of equal power now built for 
aircraft. This is because the high 
magnetic saturation point of “Hiper- 
co” will permit the design of motors 
with less metal for the same power, 
or with more power from the same 
amount of metal. 

This alloy is the result of twenty 
years’ research, the final difficulty of 
brittleness being overcome recently. 





The Shear Shown is Said to be the 
Largest ever Built Employing the 
Pivoted-blade Principle of Opera- 
tion. It was Recently Completed by 
the Cleveland Crane & Engineering 
Co., Wickliffe, Ohio, and is Capable 
of Cutting 12 Feet of 3/4-inch Steel 
Plate at Thirty Strokes per Minute. 
The Press has a Throat 36 Inches 
Deep, which Permits Slitting Very 
Wide Plate; Ball-bearing Transfers 
Mounted on the Top of the Bed 
Facilitate the of Such 
Heavy Material 


Movement 





Pes, 


STEELWELD 
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The average high speed steel 
tap produced some 175 pieces in 
this operation before re-grinding 
was necessary. 


Taps made of ‘“‘M-11” (Detroit 
Tap’s exclusive chrome-cobalt 
HSS) however, average 500 
finished turnbuckles per grind. In 
addition, it was found possible to 
re-sharpen the ‘‘M-11”’ taps 8 times 
as against 6 for conventional HSS. 


Equipment now used to produce 
some 12,000 parts per machine 
per 24 hour day are two specially 
designed “Detroit’’ 4-tap multiple 
head lead-screw machines with 
indexing fixtures, having automatic 
clamping, automatic unloading and 
simple manual loading. Spindle 
speed is 250 RPM while tapping, 
500 RPM for backing out. Taps are 
11/16” -18 RH and LH, and of 


course are ‘‘M-1]”’. 


*M-11 steel is uscd exclusively in Detroit 
taps, thread milling cutters and thread plug gages. 


Boost Output 
per qrind (35% 
on Turnbuckles 


(plus 33% more 
grinds per tap) 











The reason why taps of M-11 steel* give such 
outstanding performance is that the steel ha~ 
higher abrasion resistance (longer life); higher 
toughness with hardness (less chance of break- 
age or chipping); higher red hardness (efficient 
tapping at higher speeds); and higher torsional 
strength (greater resistance to twisting and 
breakage). Yet they cost no more. 


DETR 


(eek A Bees GF 0 0.100) 
8432 BUTLER AVE. ¢ DETROIT 11, U.S.A. 
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Coming Events 


SEPTEMBER 1-4—Fall meeting of the 
AMERICAN SOCIETY OF MECHANICAL 
ENGINEERS at the Hotel Utah, Salt 
Lake City, Utah. Secretary, Clarence 
E. Davies, 29 W. 39th St. New 
York 18, N. Y. 


SEPTEMBER: 8-12—SEconD NATIONAL 
INSTRUMENT CONFERENCE AND INSTRU- 
MENT ExuHrsiT in Chicago, IIl., under 
the auspices of the Instrument So- 
ciety of America. Further informa- 
tion can be obtained from T. W. 
Robinson, Chairman, Exhibit Com- 
mittee, 236 N. Clark St., Chicago 1, 
Ill. 


SEPTEMBER 17-18 — Tractor meeting 
of the Socrgry or AUTOMOTIVE ENGI- 
NEERS at the Hotel Schroeder, Mil- 
waukee, Wis. Secretary and general 
manager, John A. C. Warner, 29 W. 
39th St., New York 18, N. Y. 


SEPTEMBER 17-26—MAcHINE TooL 
SHow at the Dodge-Chicago plant, 
Chicago, Ill., under the auspices of 
the National Machine Tool Builders’ 
Association, 10525 Carnegie Ave., 
Cleveland 6, Ohio. 


SEPTEMBER 17-26—PRODUCTION AND 
MacuHiIne Toot SHow at the Inter- 
national Amphitheater, 42nd and 
Halsted Sts., Chicago, Ill. Further 
information can be obtained from the 
Production and Machine Tool Show, 
3 Bridge St., Grafton, Wis. 


SEPTEMBER 18-20—Twenty-fourth an- 
nual convention of the NATIONAL 
ASSOCIATION OF FoREMEN in Los An- 
geles, Calif. Headquarters Biltmore 
Hotel, Los Angeles. National director 
of publicity, Ken Wells, Biltmore 
Hotel, Los Angeles, Calif. 


Ocroser 2-4—Autumn Aeronautic 
meeting of the Socorery or AUTOMOTIVE 
ENGINEERS at the Biltmore Hotel in 
Los Angeles, Calif. Secretary and 
general manager, John A. C. Warner, 
29 W. 39th St., New York 18, N. Y. 


OcroBer 18-24—Twenty-ninth annual 
NATIONAL Mera CONGRESS AND EXx- 
POSITION at the International Amphi- 
theater, Chicago, IIl., sponsored by 

American Society for Metals. 
W. h. Eisenman, national secretary 
of the American Society for Metals 
and managing director of the ex- 
position, 7301 Euclid Ave., Cleve- 
land 3, Ohio. 


OcrToser 20-24—Annual meeting of 
the AMERICAN SocrETy FOR METALS at 
the Palmer House, Chicago, Ill. 
Secretary, W. H. Hisenman, 7301 
Euclid Ave., Cleveland 3, Ohio. 


Octoser 20-24—Annual meeting of 
the AMERICAN WELDING SOcIETy at 
the Hotel Sherman, Chicago, Il. 


Secretary, M. M. Kelly, 33 W. 39th 
St., New York 18, N. Y. 


Ocroser 20-24—Annual meeting of 
the AMERICAN INDUSTRIAL RapIumM & 
X-Ray Socrery at the Continental 
Hotel, Chicago, Ill. Secretary, Philip 
D. Johnson, 53 W. Jackson Blvd., 
Chicago 4, Ill. 


Ocroser 23-25—INDUSTRIAL MANAGE- 
MENT CONFERENCE at the University 
of Missouri, Columbia, Mo. Further 
information can be obtained from 
Robert P. Alberts, executive secretary 
and publicity chairman of the confer- 
ence, University of Missouri, Colum- 
bia, Mo. 


OcToBER 30 - NovemMBerR 1 — Semi- 
annual meeting of the AMERICAN 
Society oF Toot ENGINEERS in Boston, 
Mass. Executive secretary, Harry E. 
Conrad, 1666 Penobscot Bldg., De- 
troit 26, Mich. 


NOvEMBER 2-5 — Annual meeting of 
the NaTionaL Toot aNp DIE MANVU- 
FACTURERS ASSOCIATION at the Benja- 
min Franklin Hotel, Philadelphia, Pa. 
Executive secretary, George S. Eaton, 
1412 Union Commerce Bldg., Cleve- 
land, Ohio. 


NoveMBER 3-5 — NATIONAL ELEc- 
TRONICS CONFERENCE at the Edgewater 
Beach Hotel, Chicago, Ill. Further 
information can be obtained from 


H. S. Renne, 185 N. Wabash Ave., 
Chicago 1, Ill. 


NovpeMBER 6-7—Fuels and lubricants 
meeting of the Society or AUTOMOTIVE 
ENGINEERS, at the Hotel Mayo, Tulsa, 
Okla. Secretary and general manager, 
John A. C. Warner, 29 W. 39th St., 
New York 18, N. Y. 


DECEMBER 1-8—Air Transport meet- 
ing of the Soctrry or AUTOMOTIVE 
ENGINEERS at the Hotel Continental, 
Kansas City, Mo. Secretary and gen- 
eral manager, John A. C. Warner, 
29 W. 39th St., New York 18, N. Y. 


DEcEMBER 1-5—Annual meeting of 
the AMERICAN SOCIETY OF MECHANICAL 
ENGINEERS in Atlantic City, N. J.; 
headquarters, Chalfonie-Haddon Hall. 
Secretary, Clarence E. Davies, 29 W. 
39th St., New York 18, N. Y. 


DEcEMBER 4-6—Annual meeting of 
the Society ror EXPERIMENTAL STRESS 
ANALYSIS at the Hotel Pennsylvania, 
New York City. Further information 
can be obtained from the Society, 
P.O. Box 168, Cambridge 39, Mass. 


JANUARY 12-16, 1948—Annual meet- 
ing of the Society or AUTOMOTIVE 
ENGINEERS at the Book-Cadillac Hotel, 
Detroit, Mich. Secretary and general 
manager, John A. C. Warner, 29 W. 
39th St., New York 18, N. Y. 


Marcu 15-21, 1948—Sixteenth an- 
nual meeting and Tool Exhibition of 
the AMERICAN Society or Toot EnNet- 
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NEERS in Cleveland, Onio. Harry E. 
Conrad, executive secretary, 1666 
Penobscot Bldg., Detroit 26, Mich. 


Marcu 18-19, 1948—Fourth annual 
meeting and exhibit of the MAGNEsI- 
uM ASSOCIATION at the Pennsylvania 
Hotel, New York City. Further infor- 
mation can be obtained from the 
Association, 30 Rockefeller Plaza, 
New York 20, N. Y. 


New Watch-Spring Alloy 


The production of a new alloy 
main spring for watches, said to be 
the most important advance in watch- 
making since the introduction of 
jewel bearings in 1704, has been dis- 
closed by the Elgin National Watch 
Co., Elgin, Il. 

The alloy, known as “Elgiloy,” is 
expected to have possible applica- 
tions in many industries, including 
the manufacture of razor blades, 
stainless cutlery, surgical and dental 
instruments, gun springs, jet propul- 
sion and gas turbine parts, valve 
parts, chemical equipment, automo- 
tive valve springs and parts, and 
electronic equipment. 

The “Durapower” watch main 
spring, made from Elgiloy, was dis- 
played by George G. Ensign, director 
of research of the Elgin company, at 
a recent press conference. The Elgin 
official placed a wrist watch move- 
ment, powered by a “Durapower” 
main spring, in a bath of heated 
aqua regia, a highly destructive acid. 
Every watch part except the new 
spring and the jewel bearings dis- 
solved completely in a few minutes. 
When the liquid cooled an hour later, 
the main spring and jewels emerged 
intact and undamaged. 

The new alloy has an ultimate ten- 
sile strength of 368,000 pounds per 
square inch, a yield strength of 
280,000 pounds per square inch, and 
a Vickers hardness of 702. It is non- 
magnetic, and non-rusting even when 
exposed to salt spray for five hun- 
dred hours. 


Quality Control Course 
Offered by the 
University of lowa 


A ten-day course in quality control 
-by statistical methods has been an- 
nounced by the University of Iowa, 
Iowa City, Iowa. The course will be 
given from October 28 to November 7, 
inclusive, at the university. This is 
the fifth course offered in this subject 
by the University. Further informa- 
tion can be obtained from Professor 
Lloyd A. Knowler, Department of 
Mathematics, State University of 
Iowa, Iowa City. 
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A NEW LINE OF 10 & 5 TON 


SINGLE RAM 
PULL-DOWN 


AND 


PULL-UP 


BROACHING MACHINES 











Illustrated is the new 10 ton 
Single Ram surface broaching 
machine 


HIGHER OUTPUT— 
Greater rigidity—higher return speeds. 
New hydraulic system layout. 
New cooling system for higher output rates. 


EASIER MAINTENANCE— 
Accessories can be serviced with the machine 
running. 
Automatic lubrication with quick priming pump. 


Panel mounted hydraulic and electric controls 
for quick inspection and adjustment. 


GREATER ACCURACY— 
Increased work accuracy—hardened and ground 
box type gibs. 
Hardened and ground table ways. 


Plus all the well-known features which 
have made Colonials ‘‘tops”’ where accuracy, 
speed and low-cost-per-piece really count. 


For complete information, ask for the current issue 
of Broaching News (Vol. 9, No. 3). 


e 
¢ ole nial BROACH COMPANY 


@ DETROIT 13, U.S.A. 
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Fine-Grained Abrasive for Polishing 
and Lapping 


In the course of wartime re- 
search on methods of manufactur- 
ing synthetic sapphire, engineers 
of The Linde Air Products Com- 
pany, a unit of the Union Carbide 
and Carbon Corporation, devel- 
oped an extremely pure and fine 
aluminum oxide powder. This 
powder was applied on a limited 
scale as a polishing abrasive, and 
proved so successful that it is 
now used extensively for polishing 
metallographic specimens, preci- 
sion bearings, small gears, and 
Navy searchlight mirrors made of 
Haynes Stellite alloy. 

Two fine abrasives are available, 
one composed of alpha alumina, 
having a uniform particle size of 
0.3 micron, a Mohs hardness of 9, 
and a density of 4 grams per cubic 
centimeter; and one composed of 
gamma alumina, having a_ uni- 
form particle size of less than 0.1 
micron, a Mohs hardness of 8, 
and a density of 3.6 grams per 
cubic centimeter. They are ob- 
tained by a combination of con- 
ventional production methods, the 
result being that powders of such 
uniformity are produced that they 
can be used for metallographic 
polishing without first levigating 
them. They are also 
extremely pure, and 
have a great number 
of cutting edges, which 
improves the speed of 
polishing. Some jobs 
can best be done with 
the coarser - grained, 
faster cutting alpha 
abrasive, while for 
those requiring the 
best possible finish the 
gamma abrasive is 
preferable. The method 
of application—apply- 
ing the powder directly 
to the work without 
further preparation or 
first mixing it with 
water, oil, or kerosene 
—depends on the type 
of work and the pref- 
erence of the operator. 

Polishing of metallo- 
graphic specimens is 
the most common ap- 
plication of the powder, 
but its success in pro- 
ducing excellent cutting 
edges on steel knives 
indicates large-scale 
application in this field. 
As microscopic mag- 


nifications increase, so must the 
smoothness of the surface of the 
specimen; otherwise, scratches 
would interfere with the examin- 
ation of the structure. 

For such operations, the alpha 
alumina has been found partic- 
ularly effective, and can be used 
in the following manner: After 
the specimen is finish-ground with 
No. 3/0 emery paper, it is pol- 
ished with a felt cloth (softer 
cloths are used on other than fer- 
rous materials) which is sprinkled 
with the powder and water to form 
a paste. Later, a fine silk-velvet 


cloth may be used to eliminate 
final scratches, with the powder 
applied as before. The same tech- 
nique has been used with consid- 
erable success on casehardened 
specimens, where the problem is 
to remove an equal amount of 
material from the hardened case 
and the softer core, so that the 
polished surfaces will remain in 
the same plane. 

Other applications include the 
polishing of such products as 
shaft pivots and journals for 
watches and precision instru- 
ments, gem stones, and microtome 
knives for the medical profession. 
The powder has also been used for 
the lapping in of small gears. 


Crucible Steel Co. Completes New 
Spring Plant 


A new plant for the manufac- 
ture of railroad car, locomotive, 
and heavy equipment springs has 
recently been completed by the 
Crucible Steel Co. of America. This 
plant, located in Pittsburgh, marks 
the first step in a $30,000,000 im- 
provement and expansion program 
planned by the company. New bil- 
let and bar mills and rolling mills 
for stainless and alloy steel sheet 
are nearing completion at Midland 





Coil Springs Produced at the Spring Works of the 
Crucible Steel Co. of America in Pittsburgh, Pa. 
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and Pittsburgh, Pa.; improved 
manufacturing facilities for tool 
steels are being added at Syra- 
cuse, N. Y.; and new buildings are 
nearly ready for occupancy by the 
La Belle agricultural steel divi- 
sion, Midland, and the Spaulding 
and Jennings Works in Harrison, 
N. J. 

Products include heavy-duty coil 
and elliptical springs in many sizes 
and shapes, as shown in the ac- 
companying illustra- 
tion; some of the latter 
types contain over 
twenty plates of steel 
and are tested at 
weights of tens of thou- 
sands of pounds—50 
per cent more than 
their prescribed weight 
load. Perhaps the lar- 
gest coil spring built 
at the plant is a unit 51 
inches high, made of 
thick silicon-manganese 
steel bars, which is em- 
ployed in the coupling 
mechanisms of freight 
cars. 


* * * 


With only 6.6 per 
cent of the world’s pop- 
ulation and 5.9 per cent 
of its surface area, the 
United States has 80.9 
per cent of its pas- 
senger cars and 56.7 
per cent of its trucks. 
Certainly these figures 
indicate the progress- 
iveness of the free 
enterprise system. 
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